EP 2 941 978 A1

(19)

Europdisches
Patentamt

European

Patent Office

Office européen
des brevets

(12)

(11) EP 2 941 978 A1

EUROPEAN PATENT APPLICATION

published in accordance with Art. 153(4) EPC

(43) Date of publication:
11.11.2015 Bulletin 2015/46

(21) Application number: 13869898.0

(22) Date of filing: 07.01.2013

(51) IntCl.:
A44B 1800 (2006.0)

(86) International application number:
PCT/JP2013/050024

(87) International publication number:
WO 2014/106896 (10.07.2014 Gazette 2014/28)

(84) Designated Contracting States:
AL AT BE BG CH CY CZDE DK EE ES FI FR GB
GRHRHUIEISITLILT LULV MC MK MT NL NO
PL PT RO RS SE SI SK SM TR
Designated Extension States:
BA ME

(71) Applicant: YKK Corporation
Tokyo 101-8642 (JP)

(72) Inventors:
* OKUDA, Kenji
Kurobe-shi
Toyama 938-8601 (JP)

« TERADA, Mineto
Kurobe-shi
Toyama 938-8601 (JP)
¢ IMAI, Shinichi
Kurobe-shi
Toyama 938-8601 (JP)

(74) Representative: Casalonga
Casalonga & Partners
BayerstraBBe 71/73
80335 Miinchen (DE)

(54)

(57) This planar fastener (1, 2, 3, 4, 5) has: a base
material (11, 31, 61) of tabular shape; at least one planar
fastener member (10, 30, 60) provided with a plurality of
engagement elements (12) standing upright from the
base material (11, 31, 61); resin material infiltration in-
hibiting members (20, 40, 50, 51, 70) anchored to left
and right side edge portions (11a, 31a, 61a) of the base
material (11, 31, 61) along the lengthwise direction of the
base material (11, 31, 61); and left and right support
members (13, 12) standing upright from along the length-
wise direction of the base material (11, 31, 61), the upper
end portions of the resin material infiltration inhibiting
members (20, 40, 50, 51, 70) protruding upward past the
upper end portions of the support members (13, 12). A
cushion body (6) into which the planar fastener (1, 2, 3,
4, 5) has been integrated can prevent infiltration of foam
into the engagement element area of the planar fastener
(1, 2, 3, 4, 5), whereby predetermined engaging force
may be consistently ensured.

MOLDED PLANAR FASTENER AND PRODUCTION METHOD FOR CUSHION BODY
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Description
Technical Field

[0001] The presentinvention relates to a molded hook
and loop fastener integrated with a surface of a foam
body upon foaming of the foam body, and a method of
manufacturing a cushion body with the molded hook and
loop fastener integrated, and in particular, to a molded
hook and loop fastener, in which upon foaming of a cush-
ion body, infiltration of a foaming resin material into an
engaging element region of a hook and loop fastener
member thereof can be effectively blocked, and a method
of manufacturing a cushion body with the molded hook
and loop fastener integrated therewith.

Background Art

[0002] Seats of vehicles or trains, various sofas, office
chairs and the like are often configured so that a surface
of acushion body (foam body) molded in a predetermined
shape using a foaming resin material is covered with a
cover material made of fiber fabric, natural or synthetic
leather or the like. The cushion bodies used in such var-
ious seats or the like may have a curved surface formed
in an unevenness shape, which meets ergonomic re-
quirements, to keep a sitting posture, in which a user is
not tired even if sitting thereon for a long time.

[0003] Also, when the cover material is covered on the
surface of the cushion body, a technique is often em-
ployed in which the cushion body is molded in a desired
shape and then the cover material is covered and fixed
on the surface of the obtained cushion body. In this case,
particularly, a molded hook and loop fasteneris common-
ly used as a means for fixing a surface of the cushion
body and a back surface of the cover material to each
other.

[0004] The molded hook and loop fastener is config-
ured so that a plurality of engaging elements (e.g., male
engaging elements) are arranged on one surface (first
surface) of a base material made of thermoplastic resin,
and the molded hook and loop fastener is integrally mold-
ed to expose the engaging elements on the surface of
the cushion body upon molding of the cushion body. Also,
on the back surface of the cover material for covering the
cushion body, a plurality of engaging elements (female
engaging elements) capable of engaging with the engag-
ing elements of the molded hook and loop fastener are
provided.

[0005] Then, after the cover material is covered on the
cushion body with the molded hook and loop fastener
integrated, the female engaging elements arranged on
the back surface of the cover material are pressed toward
the male engaging elements of the molded hook and loop
fastener exposed on the surface of the cushion body,
thereby engaging the cover material to molded hook and
loop fastener. Thus, the cover material can be easily fixed
to the surface of the cushion body along the unevenness
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shape of the surface, thereby preventing the cover ma-
terial from being floated from the cushion body.

[0006] For the molded hook and loop fastener used in
fixing the cover material and the cushion body to each
other, in order to stably ensure a required fixation
strength, it is necessary to prevent a foaming resin ma-
terial for the cushion body from infiltrating into a region
of the molded hook and loop fastener (engaging element
region), in which engaging elements thereof is formed,
upon foaming of the cushion body and thus to expose
the engaging element region of the molded hook and
loop fastener on the surface of the cushion body.
[0007] Meanwhile, for example, in Japanese Utility
Model Application Publication No. S64-43705 (Patent
Document 1), a hook and loop fastener is disclosed which
can preventinfiltration of a resin material into an engaging
element region and is configured to be integrated with a
cushion body.

[0008] For example, as shown in Fig. 22, a hook and
loop fastener 80 described in Patent Document 1 in-
cludes a hook and loop fastener member 81 having a
plurality of hook-shaped engaging elements 83 erected
on a surface of aflat plate-shaped base material 82, resin
infiltration-preventing members 84 arranged along right
and left side edge portions of the base material 82 and
made of a non-woven fabric having a generally L-shaped
cross-section, and a fixation member 85 made of a non-
woven fabric arranged on a back surface of the base
material 82.

[0009] Also,inPatentDocument1,the resininfiltration-
preventing members 84 and fixation member 85 are fixed
to the hook and loop fastener member 81 by welding,
such as high frequency welding or thermal welding, or
bonding with an adhesive. In addition, the generally L-
shaped cross-sectioned resin infiltration-preventing
members 84 are arranged to be spaced outward in a
width direction from locations of the hook-shaped engag-
ing elements 83 erected on the base material 82.
[0010] When a cushion body with which the hook and
loop fastener 80 of Patent Document 1 is integrated is
foamed, as shown in Fig. 23, the hook and loop fastener
80 is mounted on an inner surface (cavity surface) of a
cushion body molding mold 86 and then a foaming resin
material 87 is injected into an inner space (cavity space)
of the mold 86.

[0011] Inthis case, in the inner surface of the mold 86,
a concave groove portion (trench portion) 88 is provided
to allow a part of the hook and loop fastener 80 to be
inserted therein and thus to position and hold the hook
and loop fastener 80, and the concave groove portion 88
is formed to have a groove shape, groove dimension and
groove depth corresponding to a shape of the hook and
loop fastener 80. The plurality of engaging elements 83
and one leg portion of each of the generally L-shaped
resin infiltration-preventing members 84 are inserted in
the concave groove portion 88 of the mold 86. At this
time, the other leg portion of each of the resin infiltration-
preventing members 84 is arranged to be sandwiched
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between the base material 82 of the hook and loop fas-
tener 80 and the inner surface of the mold 86.

[0012] Insucha state where the hook and loop fastener
80 is set in the concave groove portion 88 of the mold
86, the foaming resin material 87 is injected into the mold
86 to perform foaming. Thus, the resin infiltration-pre-
venting member 84 made of a non-woven fabric absorbs
the foaming resin material 87 and also prevents the foam-
ing resin material 87 from infiltrating into the concave
groove portion 88, thereby allowing the cushion body,
with which the hook and loop fastener 80 is integrated,
to be manufactured.

[0013] Thus, in the cushion body with the hook and
loop fastener 80 integrated manufactured as described
above, the engaging elements 83 of the hook and loop
fastener 80 is prevented from being potted with the foam
body and thus the engaging elements 83 of the hook and
loop fastener 80 can be exposed on the outer surface of
the cushion body. Accordingly, in the cushion body with
the hook and loop fastener 80 integrated, reduction of an
engaging force by the engaging elements 83 can be pre-
vented.

[0014] Also, in International Patent Application Publi-
cation No. WO 2009/058179 (Patent Document 2), a
molded hook and loop fastener is disclosed in which an
anchor layer made of a non-woven fabric is fixed to a
back surface of a base material having a plurality of en-
gaging elements erected on a surface thereof.

[0015] Also, the molded hook and loop fastener of Pat-
ent Document 2 is configured so that the non-woven fab-
ric, which is the anchor layer, extends outward in a width
direction from right and left end edges of the base mate-
rial of the molded hook and loop fastener. In addition, a
magnetically attractable coating layer is formed on a back
surface of a part of the non-woven fabric, which is fixed
to the base material, and front surfaces of parts thereof,
which extend outward from the right and left end edges
of the base material.

[0016] When acushion body with the molded hook and
loop fastener of Patent Document 2 integrated is foamed,
a molding mold having magnets arranged on a cavity
surface thereof is used. The molded hook and loop fas-
tener is mounted on a part of the mold, on which the
magnets are arranged, so that the plurality of engaging
elements face to the cavity surface, and as a result, the
coating layer formed on the non-woven fabric of the mold-
ed hook and loop fastener is attracted to the magnets.
Thus, the molded hook and loop fastener is attracted and
fixed to the cavity surface of the mold by a magnetic force,
and also the non-woven fabric extending from the right
and left end edges of the base material is attracted to the
magnets to be contacted with the cavity surface of the
mold.

[0017] In this state, when injection molding of a foam-
ing resin material is performed, infiltration of the foaming
resin material into a region of the molded hook and loop
fastener, in which the engaging elements are formed, is
prevented because the non-woven fabric extending from
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the right and left end edges of the base material is con-
tacted with the cavity surface so that the plurality of en-
gaging elements are confined inside of the non-woven
fabric. Thus, the cushion body with the hook and loop
fastener integrated can be manufactured.

Prior Art Document
Patent Document
[0018]

Patent Document 1: Japanese Utility Model Applica-
tion Publication No. S64-43705

Patent Document 2: International Patent Application
Publication No. WO 2009/058179

Summary of Invention
Problems to Be Solved by Invention

[0019] When the hook and loop fastener 80 described
in Patent Document 1 as described above is integrated
with a cushion body obtained by foaming, it is necessary
to previously provide the concave groove portion (trench
portion) 88 as described above in the inner surface of
the mold 86 to correspond to a region of the cushion,
which is to be provided with the hook and loop fastener
member 80, and then to position and hold the hook and
loop fastener 80 of Patent Document 1 relative to the
mold 86.

[0020] The cushion body with the hook and loop fas-
tener integrated is often changed in shape and size de-
pending on applications thereof, and also a position at
which the hook and loop fastener is integrated with the
cushion body is often changed. In addition, depending
on manufactures of manufacturing cushion bodies or the
like, types of foaming resin materials constructing the
cushion bodies are different from each other.

[0021] Accordingly when the hook and loop fastener
80 of Patent Document 1 is used, as described above,
the concave groove portion 88 needs to be provided at
a predetermined location in the inner surface of the mold
86 depending on applications of the cushion body, and
thus, there is a problem in that manufacturing of the mold
86 to be used for molding is complicated. Also, when the
shape of the cushion body is changed and also when an
attaching position of the hook and loop fastener to be
integrated therewith is changed even if the entire shape
of the cushion body is not changed, new molds have to
be manufactured on all such cases. Therefore, costs or
workloads required to manufacture the mold 86 are in-
creased.

[0022] In addition, in the case of the hook and loop
fastener 80 described in Patent Document 1, for exam-
ple, it may be conceived that no concave groove portion
88 as described above is provided in the inner surface
of the mold 86 and thus the hook and loop fastener 80
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is mounted to a flat surface on the inner surface of the
mold 86 so that the plurality of engaging elements 80 and
the right and left resin infiltration-preventing members 84
made of a non-woven fabric face the flat surface, and
then foaming of the cushion is performed. When foaming
is performed in this way, it may be believed that because
the plurality of engaging elements 83 are confined inside
of the right and left resin infiltration-preventing members
84, infiltration of the foaming resin material 87 into the
region of the molded hook and loop fastener 80 in which
the engaging elements 83 are formed may be prevented.
[0023] However, in the hook and loop fastener 80 of
Patent Document 1, the L-shaped cross-sectioned resin
infiltration-preventing members 84 is made of a non-wo-
ven fabric and also one leg portion in the L-shape of the
non-woven fabric is kept independently stood up from
the base material 82. In addition, by means of only the
resin material infiltration-preventing members 84, which
are constructed of the non-woven fabric independently
stood up from the base material 82 in such a way, a
strength sufficient for a blocking wall (barrier) for prevent-
ing infiltration of the foaming resin material cannot be
obtained and thus one leg portion of each of the resin
infiltration-preventing members 84 is likely to be col-
lapsed or bent.

[0024] Therefore, the resin infiltration-preventing
member 84 of Patent Document 1 cannot withstand a
flowing pressure or foaming pressure of the foaming resin
material 87 injected into the mold 86 upon foaming, and
as a result, allows the foaming resin material 87 to infil-
trate into a region, on which the engaging elements are
erected, through the collapsed or bent resin infiltration-
preventing member 84. Thus, there is a possibility of re-
ducing an engaging force of the molded hook and loop
fastener 80.

[0025] On the other hand, when the molded hook and
loop fastener is integrally molded with a cushion body,
the coating layer of the non-woven fabric extending from
the right and left end edges of the base material is at-
tracted to the magnets as described above and thus the
extended piece of the non-woven fabric is contacted with
the cavity surface of the mold. Accordingly, the plurality
of engaging elements are kept confined inside of the ex-
tended piece of the non-woven fabric. Thus, it is possible
to prevent the foaming resin material from infiltrating into
a region of the molded hook and loop fastener, in which
the engaging elements are formed.

[0026] However, in the molded hook and loop fastener
of Patent Document 2, the magnetic force between the
coating layer of the non-woven fabric and the magnets
is used, but the extended piece of the non-woven fabric,
which is intended to prevent the foaming resin material
from infiltrating into the engaging element-formed region,
is likely to be moved. Accordingly, if a flowing pressure
orfoaming pressure of the foaming resin materialinjected
into the mold is increased, the extended piece which is
in contact with the cavity surface of the mold is likely to
be floated from the cavity surface due to the flowing pres-
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sure or foaming pressure of the foaming resin material
exerted thereon. Thus, there is a possibility of allowing
infiltration of the foaming resin material.

[0027] Also, for example, when the used foaming resin
material has a low viscosity, there is a possibility that
infiltration of the foaming resin material cannot be suffi-
ciently prevented by means of only contacting the ex-
tended piece of the non-woven fabric, which extends
from the base material, with the cavity surface of the mold
as in the molded hook and loop fastener of Patent Doc-
ument 2.

[0028] In addition, for example, upon foaming of a
cushion body, a foaming resin material may be sprayed
through a spraying nozzle while the spray nozzle is
moved relative to the mold. In this case, the foaming resin
material may be jetted in a direction oblique to a molded
hook and loop fastener. When he foaming resin material
is jetted in a direction oblique to the molded hook and
loop fastener of Patent Document 2 set on the cavity
surface of the mold, the extended piece of the non-woven
fabric, which extends from the base material and is in
contact with the cavity surface, is likely to be rolled, and
thus infiltration of the foaming resin material may be al-
lowed through the rolled part of the extended piece.
[0029] The presentinvention has been made keeping
in mind the above problems, and an object thereof is to
provide a molded hook and loop fastener, which can re-
duce costs or workloads required to manufacture a mold
for molding a cushion body and can effectively prevent
afoaming resin material from infiltrating into an engaging
element-formed region upon foaming of the cushion body
so that an engaging force by engaging elements can be
stably ensured, and also to provide a method of manu-
facturing a cushion body with the molded hook and loop
fastener integrated.

Means for Solving Problems

[0030] In order to achieve the object, a molded hook
and loop fastener provided according to the present in-
vention includes, as basic conjurations, at least one hook
and loop fastener member which comprises a flat plate-
shaped base material and a plurality of engaging ele-
ments erected on a first surface of the base material in
a center region in a width direction thereof, and config-
ured to be integrated with a cushion body upon foaming
of the cushion body, the molded hook and loop fastener
including a flexible sheet-shaped resin material infiltra-
tion-blocking member fixed to right and left side edge
portions, in the width direction, of the first surface of the
base material and arranged along a longitudinal direction
of the base material, and right and left support members
erected along the longitudinal direction of the base ma-
terial at locations which are located on the inside of fix-
ation portions of the resin material infiltration-blocking
member with respect to the base material in the width
direction, and configured to support the resin material
infiltration-blocking member, wherein an upper end of the
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resin material infiltration-blocking member is configured
to protrude above an upper end location of the support
members.

[0031] Preferably, the molded hook and loop fastener
according to the present invention is constituted of one
hook and loop fastener member, and the resin material
infiltration-blocking member includes right and left first
frame portions continuously arranged over the entire
length of the base material in the longitudinal direction
and second frame portions arranged along the width di-
rection of the hook and loop fastener member on both
ends of the hook and loop fastener member in the longi-
tudinal direction and configured to connect the right and
left frame portions with each other.

[0032] In this case, preferably, the first frame portions
and the second frame portions are integrally formed with
each other, and the resin material infiltration-blocking
member is constructed of a single member. Preferably,
the resin material infiltration-blocking member includes
a rectangular opening portion surrounded by the first
frame portions and the second frame portions, and a di-
mension of the opening portion in the width direction is
set to be smaller than a dimension between outer sur-
faces of the right and left support members and also a
dimension of the opening portion in the longitudinal di-
rection is set to be smaller than a dimension of the hook
and loop fastener member in the longitudinal direction.
[0033] Further, according to the molded hook and loop
fastener of the present invention, the sheet-shaped resin
material infiltration-blocking member may have a tubular
shape obtained by connecting side edge portions of the
resin material infiltration-blocking member to each other
and may be fixed to the right and left side edge portions
of the base material.

[0034] In addition, the molded hook and loop fastener
according to the presentinvention may include a plurality
of hook and loop fastener members and a flexible con-
nection member for connecting the plurality of hook and
loop fastener members along the longitudinal direction,
and the resin material infiltration-blocking member may
include right and left first frame portions continuously ar-
ranged in the longitudinal direction over the plurality of
hook and loop fastener members and second frame por-
tions arranged in the width direction of the hook and loop
fastener members to bridge between the adjacent hook
and loop fastener members and configured to connect
the right and left first frame portions with each other.
[0035] In this case, preferably, the first frame portions
and the second frame portions are integrally formed with
each other, and the resin material infiltration-blocking
member is constructed of a single member. Also, pref-
erably, the sheet-shaped resin material infiltration-block-
ing member has a constant width dimension over the
entire length thereof in the longitudinal direction and is
configured to cover the plurality of hook and loop fastener
members over the entire width of the hook and loop fas-
tener members in the width direction. In addition, the con-
nection member is preferably configured to connect cent-
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er portions, in the width direction, of the plurality of hook
and loop fastener members to each other on a lower sur-
face of the resin material infiltration-blocking member.
[0036] Further, according to the molded hook and loop
fastener of the present invention, the resin material infil-
tration-blocking member is preferably configured to ex-
tend outward in the width direction beyond right and left
end edges of the base material. In addition, the resin
material infiltration-blocking member is preferably con-
structed of a non-woven fabric.

[0037] Furthermore, preferably, the right and left sup-
port members are constituted of wall members integrally
formed with the base material and intermittently or con-
tinuously erected thereon along a front and rear direction
so that an engaging element region constituted of a plu-
rality of engaging elements is interposed therebetween.
[0038] Next, a method of manufacturing a cushion
body provided according to the present invention is con-
figured so that the molded hook and loop fastener having
the configurations as described above is closely contact-
ed with a fastener mount surface of a mold so that the
fist surface of the base material faces the fastener mount
surface, and then foaming is performed so that the mold-
ed hook and loop fastener is integrated with the cushion
body.

[0039] Also, in the method of manufacturing the cush-
ion body according to the present invention, the fastener
mount surface of the mold is formed as a single surface
and thus the method includes closely contacting the
molded hook and loop fastener with the single surface.

Advantageous Effects of Invention

[0040] The molded hook and loop fastener according
to the present invention includes at least one hook and
loop fastener member having a plurality of engaging el-
ements erected on a flat plate-shaped base material in
a center region, a flexible sheet-shaped resin material
infiltration-blocking member fixed to right and left side
edge portions of the base material and arranged along
alongitudinal direction of the base material, and rightand
left support members erected along the longitudinal di-
rection of the base material at locations, which are locat-
ed on the inside of fixation portions of the resin material
infiltration-blocking member with respect to the base ma-
terial in the width direction. Also, the resin material infil-
tration-blocking member is configured so that an upper
end thereof protrudes above an upper end location of the
support members.

[0041] Meanwhile, in the present invention, the first
surface of the base material refers to the surface thereof,
on which engaging elements are erected, and also is a
surface to be exposed to the exterior when the molded
hook and loop fastener is integrated with the cushion
body. Also, a second surface of the base material refers
to a surface opposite to the surface on which engaging
elements are erected and is a surface facing the cushion
body when the molded hook and loop fastener is inte-
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grated with the cushion body.

[0042] Accordingtothe molded hook and loop fastener
according to the present invention, the resin material in-
filtration-blocking member, which is supported by the
support members and has the upper end thereof protrud-
ed above the support members when the molded hook
and loop fastener is set on a fastener mount surface,
which is a part of a cavity surface of a foaming mold for
molding a cushion body, can be stably closely contacted
with the cavity surface to prevent a gap from being oc-
curred between the resin material infiltration-blocking
member and the cavity surface (fastener mount surface)
of the mold, thereby significantly enhancing a sealing
ability of the resin material infiltration-blocking member.
In addition, because the resin material infiltration-block-
ing member is supported by the support members, the
state where the resin material infiltration-blocking is
closely contacted with the cavity surface (sealing ability
of the resin material infiltration-blocking member) can be
stably kept.

[0043] Thus, for example, even if a flowing pressure
or foaming pressure of a foaming resin material injected
into the mold is increased, the used foaming resin mate-
rial has a low viscosity or the foaming resin material is
jetted in a direction oblique to the molded hook and loop
fastener, it is possible to effectively prevent the foaming
resin material from infiltrating into the engaging element
region, in which a plurality of engaging elements are
erected, over the resin material infiltration-blocking mem-
ber of the molded hook and loop fastener upon foaming
of the cushion body. Accordingly, the molded hook and
loop fastener integrated with the cushion body can stably
ensure an engaging force (fastening force) inherent in a
plurality of engaging elements formed on the molded
hook and loop fastener.

[0044] Also, the molded hook and loop fastener of the
presentinvention can effectively prevent the foaming res-
in material from infiltrating into the engaging element re-
gion, in particular, when the molded hook and loop fas-
tener is set on the cavity surface (e.g., flat cavity surface)
formed as a single surface of the mold. Accordingly, itis
not necessary to provide a concave groove portion
(trench portion) dedicated for positioning and holding a
hook and loop fastener on an inner surface of the mold,
for example, as in Patent Document 1 as described
above. Therefore, costs or workloads required to manu-
facture the mold for molding the cushion body can be
significantly reduced as compared to the case of Patent
Document 1 and thus the cushion body with the molded
hook and loop fastener integrated can be efficiently man-
ufactured at low costs.

[0045] When the molded hook and loop fastener of the
present invention is constituted of one hook and loop
fastener member, the resin material infiltration-blocking
member, the resin material infiltration-blocking member
includes right and left first frame portions continuously
arranged over the entire length of the base material in
the longitudinal direction and second frame portions ar-
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ranged along the width direction of the hook and loop
fastener member on both ends of the hook and loop fas-
tener member in the longitudinal direction and configured
to connect the right and left frame portions with each
other.

[0046] Thus, when the molded hook and loop fastener
of the present invention is set on the cavity surface
formed as the single surface of the mold and then the
cushion body is foamed, it is possible to stably prevent
the foaming material from infiltrating into the engaging
element region over the resin material infiltration-block-
ing member from the width direction of the molded hook
and loop fastener and also from infiltrating into the en-
gaging element region over the resin material infiltration-
blocking member from the longitudinal direction of the
molded hook and loop fastener. Accordingly, the molded
hook and loop fastener integrated with the cushion body
can stably ensure an engaging force (fastening force)
inherent therein.

[0047] In this case, the resin material infiltration-block-
ing member is constructed of a single member having
first frame portions and second frame portions integrally
formed with each other. Thus, the resin material infiltra-
tion-blocking member can be simply constructed and al-
so an operation of attaching the resin material infiltration-
blocking member to the hook and loop fastener member
can be facilitated, thereby allowing the molded hook and
loop fastener of the present invention to be efficiently
manufactured. In addition, as the first frame portions and
the second frame portions are integrally formed with each
other, strength of the resin material infiltration-blocking
member can be stably ensured, and also infiltration of
the foaming resin material can be effectively prevented
by the first frame portions and the second frame portions.
[0048] Also, the resin material infiltration-blocking
member includes a rectangular opening portion sur-
rounded by the first frame portions and the second frame
portions, and a dimension of the opening portion in the
width direction is set to be smaller than a dimension be-
tween outer surfaces of the right and left support mem-
bers and also a dimension of the opening portion in the
longitudinal direction is set to be smaller than a dimension
of the hook and loop fastener member in the longitudinal
direction.

[0049] Thus, a relative positional offset of the opening
portion of the resin material infiltration-blocking member
in the molded hook and loop fastener is hardly occurred.
Accordingly, upon foaming of the cushion body, infiltra-
tion of the foaming resin material into the engaging ele-
ment region can be more stably prevented by the resin
material infiltration-blocking member, and also parts of
engaging elements or support members of the molded
hook and loop fastener can be prevented from protruding
(extending out) through the opening portion of the resin
material infiltration-blocking member above the resin ma-
terial infiltration-blocking member.

[0050] Also, according to the molded hook and loop
fastener of the presentinvention, the sheet-shaped resin
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material infiltration-blocking member may have a tubular
shape obtained by connecting side edge portions of the
resin material infiltration-blocking member to each other
and may be fixed to the right and left side edge portions
of the base material. Thus, upon foaming of the cushion
body, infiltration of the foaming resin material into the
engaging element region can be more stably prevented
by the resin material infiltration-blocking member.
[0051] Inaddition, when the molded hook and loop fas-
tener member according to the present invention include
a plurality of hook and loop fastener members and a flex-
ible connection member for connecting the plurality of
hook and loop fastener members along the longitudinal
direction, the resin material infiltration-blocking member
may include right and left first frame portions continuously
arranged in the longitudinal direction over the plurality of
hook and loop fastener members and second frame por-
tions arranged in the width direction of the hook and loop
fastener members to bridge between the adjacent hook
and loop fastener members and configured to connect
the right and left first frame portions with each other.
[0052] Thus, when the molded hook and loop fastener
is configured to be bent in the width direction by connect-
ing a plurality of hook and loop fastener members using
the flexible connection member, because the resin ma-
terial infiltration-blocking member has the first frame por-
tions and second frame portions as described above, the
molded hook and loop fastener can be ensured to be
easily bent, and also it is possible to stably prevent the
foaming resin material from infiltrating into the engaging
element region over the resin material infiltration-block-
ing member from the width direction and longitudinal di-
rection of the molded hook and loop fastener upon foam-
ing of the cushion body.

[0053] Further, in this case, when the cushion body
has been foamed, parts of the first frame portions and
parts of the second frame portions of the resin material
infiltration-blocking members can be embedded in the
cushion body, so that a bonding strength (fixation
strength) between the molded hook and loop fastener
and the cushion body can be enhanced and also the
molded hook and loop fastener can be strongly fixed to
and integrated with the cushion body.

[0054] In this case, the resin material infiltration-block-
ing member is constructed of a single member having
the first frame portions and second frame portions inte-
grally formed with each other, and particularly the sheet-
shaped resin material infiltration-blocking member has a
constant width dimension over the entire length thereof
in the longitudinal direction and is configured to cover the
plurality of hook and loop fastener members over the
entire width of the hook and loop fastener members in
the width direction.

[0055] Thus, the resin material infiltration-blocking
member can be simply constructed and also an operation
of attaching the resin material infiltration-blocking mem-
ber to the hook and loop fastener member can be facili-
tated, thereby allowing the molded hook and loop fasten-
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er of the present invention to be efficiently manufactured.
In addition, as the first frame portions and the second
frame portions are integrally formed with each other,
strength of the resin material infiltration-blocking member
can be stably ensured, and also infiltration of the foaming
resin material can be effectively prevented by the first
frame portions and the second frame portions. In addi-
tion, when the cushion body has been foamed, the sec-
ond frame portions of the resin material infiltration-block-
ing member can be embedded over a broad area in the
cushion body, thereby further enhancing a bonding
strength (fixation strength) between the molded hook and
loop fastener and the cushion body.

[0056] In addition, the connection member is config-
ured to connect center portions, in the width direction, of
the plurality of hook and loop fastener members to each
other in the longitudinal direction on a lower surface of
the resin material infiltration-blocking member. Thus,
even if the second frame portions are arranged to bridge
between the adjacent hook and loop fastener members,
the molded hook and loop fastener member can be stably
curved or meandered in the width direction. Also, when
the cushion body has been foamed, regions, which
bridge between the hook and loop fastener members, of
the second frame portions of the resin material infiltration-
blocking member and the connection member can be
embedded in the cushion body, thereby more effectively
enhancing a bonding strength between the molded hook
and loop fastener and the cushion body.

[0057] Also, according to the molded hook and loop
fastener of the present invention, the resin material infil-
tration-blocking member is configured to extend outward
in the width direction beyond right and left end edges of
the base material, so that when the cushion body has
been foamed, the extension portion of the resin material
infiltration-blocking member can be embedded in the
cushion body. Thus, a bonding strength (fixation body)
between the molded hook and loop fastener and the
cushion body can be enhanced so that the molded hook
and loop fastener can be strongly fixed to and integrated
with the cushion body.

[0058] In addition, the resin material infiltration-block-
ing member is constructed of a non-woven fabric. Thus,
as described above, the resin material infiltration-block-
ing member can be easily constructed and also an en-
hanced sealing ability of the resin material infiltration-
blocking member against the cavity surface of the mold
can be more stably obtained.

[0059] Furthermore, the right and left support mem-
bers are constituted of wall members intermittently or
continuously erected along a front and rear direction so
thatthe engaging elementregion constituted of a plurality
of engaging elements is interposed therebetween. Thus,
the resin material infiltration-blocking member can be sta-
bly supported, so that even if a flowing pressure or foam-
ing pressure of the foaming resin material is exerted ther-
eon upon foaming of the cushion body, a positional offset
of the resin material infiltration-blocking member can be



13 EP 2 941 978 A1 14

prevented, thereby more effectively preventing the foam-
ing resin material form infiltrating into the engaging ele-
ment region over the resin material infiltration-blocking
member.

[0060] Also, in this case, the wall members, which are
intermittently or continuously erected along the front and
rear direction, are arranged in multi rows in the width
direction, so that the molded hook and loop fastener can
be stably fixed in a suitable posture when the molded
hook and loop fastener is set on the cavity surface of the
mold. As a result, the resin material infiltration-blocking
member can be stably closely contacted with the cavity
surface of the mold. Further, for example, when the resin
material infiltration-blocking member is closely contacted
with the cavity surface so that the resin material infiltra-
tion-blocking member is sandwiched the support mem-
bers and the cavity surface of the mold (see Embodiment
1 as described below), the resin material infiltration-
blockingmember can be closely contacted with the cavity
surface over a broader area thereof, thereby more effec-
tively preventing infiltration of the foaming resin material.
[0061] Also, according to the present invention, there
is provided a method of manufacturing a cushion body,
in which the molded hook and loop fastener having the
configurations as described above is closely contacted
with a fastener mount surface of a mold so that the fist
surface of the base material faces the fastener mount
surface, and then foaming is performed so that the mold-
ed hook and loop fastener is integrated with the cushion
body. By using such a cushion body manufacturing meth-
od, a cushion body with a molded hook and loop fastener,
in which no foaming resin has infiltrated into the engaging
element region of the hook and loop fastener member
and thus a predetermined fastening force by engaging
elements is ensured, can be stably manufactured.
[0062] Accordingly, when a surface of the cushion
body manufactured according to the presentinvention is
covered with a cover material and then engaging ele-
ments (female engaging elements) arranged on a back
surface of the cover material are pressed toward engag-
ing elements (male engaging elements) of the molded
hook and loop fastener integrally molded with the cushion
body, the cover material can be securely fastened along
the surface of the cushion body, thereby preventing the
cover material from being floated from the cushion body.
[0063] According to the cushion body manufacturing
method of the present invention, the fastener mount sur-
face of the mold is formed as a single surface and foaming
of the cushion body is performed while the molded hook
and loop fastener as described above is closely contact-
ed with the single surface. Thus, even if the molded hook
and loop fastener is closely contacted with the fastener
mount surface formed as a single surface of the mold,
infiltration of the foaming resin into the engaging element
region of the molded hook and loop fastener can be pre-
vented and thus the cushion body with the molded hook
and loop fastener having a predetermined fastening force
can be stably manufactured.
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[0064] Also, because the molded hook and loop fas-
tener can be closely contacted with the fastener mount
surface formed as the single surface of the mold (partic-
ularly, a flat fastener mount surface), it is not necessary
to provide a concave groove portion (trench portions)
dedicated for positioning and holding the hook and loop
fastener on the inner surface of the mold, for example,
as in Patent Document 1 as described above. Also, for
example, even if a position of the molded hook and loop
fastener relative to the cushion is changed, it is not nec-
essary to manufacture new molds on all such cases as
in Patent Document 1 as described above. Accordingly,
costs or workloads required to manufacture the mold for
molding the cushion body can be significantly reduced
as compared to the case of Patent Document 1 and thus
the cushion body with the molded hook and loop fastener
integrated can be efficiently manufactured at low costs.

Brief Description of Drawings
[0065]

Fig. 1 is a plan view showing a molded hook and
loop fastener according to an embodiment 1 of the
present invention.

Fig. 2 is a perspective view showing a state of the
molded hook and loop fastener before a resin mate-
rial infiltration-blocking member is fixed to a hook
and loop fastener member thereof.

Fig. 3 is a sectional view taken along a llI-lll line
shown in Fig. 1.

Fig. 4 is a sectional view taken along a IV-IV line
shown in Fig. 1.

Fig. 5 is a sectional view showing a state where the
molded hook and loop fastener is closely contacted
with a cavity surface of a mold for molding a cushion
body.

Fig. 6 is a sectional view showing a cushion body
having a molded hook and loop fastener integrated
therewith.

Fig. 7 is a plan view showing a molded hook and
loop fastener according to an embodiment 2 of the
present invention.

Fig. 8isaplanview showing a hook and loop fastener
member of the molded hook and loop fastener mem-
ber.

Fig. 9 is a sectional view taken along a IX-IX line
shown in Fig. 7.

Fig. 10 is a sectional view taken along a X-X line
shown in Fig. 7.

Fig. 11 is a bottom view of the molded hook and loop
fastener.

Fig. 12 is a bottom view of the molded hook and loop
fastener when the molded hook and loop fastener is
bent in a width direction thereof.

Fig. 13 is a plan view showing a molded hook and
loop fastener according to an embodiment 3 of the
present invention.
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Fig. 14 is a sectional view taken along a XIV-XIV line
shown in Fig. 13.

Fig. 15is an enlarged sectional view showing a state
where the molded hook and loop fastener is closely
contacted with a cavity surface of a mold for molding
a cushion body.

Fig. 16 is a plan view showing a molded hook and
loop fastener according to an embodiment 4 of the
present invention.

Fig. 17 is a sectional view taken along a XVII-XVII
line shown in Fig. 16.

Fig. 18 is a plan view showing a molded hook and
loop fastener according to an embodiment 5 of the
present invention.

Fig. 19 is a plan view showing a hook and loop fas-
tener member of the molded hook and loop fastener.
Fig. 20 is a sectional view taken along a XX-XX line
shown in Fig. 18.

Fig. 21 is a sectional view taken along a XX-XX line
shown in Fig. 18.

Fig. 22 is a sectional view showing a conventional
hook and loop fastener.

Fig. 23 is a schematic view showing a state where
the conventional hook and loop fastener is set on a
cavity surface of a mold for molding a cushion body
and then a foam resin material is injected into the
mold.

Embodiments of Invention

[0066] Preferredembodiments of the presentinvention
will be now described in detail with reference to the draw-
ings. Meanwhile, the present invention is not limited to
the embodiments as described below, and various mod-
ifications thereof can be made as long as having sub-
stantially the same configuration as those of the invention
and also obtaining the same functions and effects.

Embodiment 1

[0067] Fig. 1 is a plan view showing a molded hook
and loop fastener according to the present embodiment
1 and Fig. 2 is a perspective view showing a state of the
molded hook and loop fastener before a resin material
infiltration-blocking member is fixed to a hook and loop
fastener member thereof. Also, Figs. 3 and 5 are sec-

tional views taken a IlI-lll line and a IV-IV line shown in
Fig. 1.
[0068] Meanwhile, in the following description, a lon-

gitudinal direction of a base material of the molded hook
and loop fastener is referred to as a front and rear direc-
tion and a width direction of the base material is referred
to as a right and left direction. Also, a front and back
direction of the base material is referred to as an upward
and downward direction, and in particular, a direction to-
ward a side on which engaging elements are arranged
with respect to the base material is referred to as an up-
ward direction and the opposite direction is referred to
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as a downward direction.

[0069] The molded hook and loop fastener 1 according
to the present embodiment 1 includes one hook and loop
fastener member 10 having a plurality of engaging ele-
ments 12 erected on an upper surface (first surface) of
a base material 11 and a resin material infiltration-block-
ing member 20 fixed to the hook and loop fastener mem-
ber 10 and having a frame shape.

[0070] The hook and loop fastener member 10 in-
cludes a flat plate-shaped base material 11, right and left
support members 13 erected on the upper surface (first
surface) of the base material 11 along the longitudinal
direction (front and rear direction) thereof, a plurality of
engaging elements (hook-shaped male engaging ele-
ments) 12 arranged between the right and left support
members 13, two linear magnetic bodies 14 arranged
along the front and rear direction, fixation portions 15
arranged on insides of the right and left support members
13 for fixing the linear magnetic bodies 14, and transver-
sal wall bodies 16 arranged along the width direction.
[0071] The hook and loop fastener member 10 is
formed by molding a thermoplastic resin material using
a die wheel as described below. As a material for the
hook and loop fastener member 10, a thermoplastic resin
material, such as polyethylene, polypropylene, polyester,
nylon, polybutylene terephthalate, or copolymer thereof,
can be employed. Also, the linear magnetic bodies 14
are integrally fixedly molded on the fixation portions 15
by introducing the linear magnetic bodies 14 into portions
where the fixation portions 15 of the hook and loop fas-
tener member 10 are formed when the hook and loop
fastener member 10 is molded.

[0072] Inthe presentembodiment 1, the base material
11 has a rectangular thin board shape elongated in the
front and rear direction (longitudinal direction) as viewed
in the upward and downward direction and is configured
to be bendable in the upward and downward direction
(front and back direction). The base material 11 is ar-
ranged in a center region in the width direction and has
a center region portion, on which the plurality of engaging
elements 12 and the right and left support members 13
are erected, and right and left side edge portions 11a
arranged outward in the width direction beyond locations
where the right and left support members 13 are erected.
Also, upper surfaces (first surface) of the right and left
side edge portions 11a of the base material 11 is formed
as a flat surface. In addition, right and left side edge ends
of the base material 11 are formed to be parallel to each
other along the longitudinal direction of the hook and loop
fastener member 10.

[0073] On a lower surface (back surface) of the base
material 11, a plurality of recessed groove portions 11b
are provided to be parallel to each other along the front
and rear direction.

[0074] Because the base material 11 has such a plu-
rality of recessed groove portions 11b, when the molded
hook and loop fastener 1 is integrally molded with a cush-
ion body (foam body) 6, as described below, upon foam-
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ing thereof, a bonded area between the base material 11
ofthe hook and loop fastener member 10 and the cushion
body 6 can be increased, thereby enhancing fixation
strength of the hook and loop fastener member 10 to the
cushion body 6.

[0075] Alternatively, according to the present inven-
tion, in order to enhance fixation strength of the hook and
loop fastener member 10 to the cushion body 6, instead
of the plurality of recessed groove portions 11b as de-
scribed above, for example, ridges, arrowhead-shaped
protrusions or the like may be provided on the lower sur-
face of the base material 11 or a non-woven fabric may
be fixed thereto. Also, the lower surface of the base ma-
terial 11 may be formed as a flat surface without being
provided with the recessed groove portions 11b or the
like as described above.

[0076] The right and left support members 13 are con-
structed by wall-shaped members erected along the front
and rear direction at locations, where are located on the
inside of right and left end edges of the base material 11
in the width direction (right and left direction), so that an
engaging element region 18 constituted of the plurality
of engaging elements 12 is interposed therebetween. Al-
so, the right and left support members 13 are integrally
molded with the base material 11.

[0077] According to the present embodiment 1, each
of the right and left support members 13 has three lon-
gitudinal wall rows extending in the longitudinal direction
and each of the longitudinal wall rows is constituted of a
plurality of longitudinal wall bodies 13a intermittently ar-
ranged at a predetermined pitch along the longitudinal
direction. Also, longitudinal wall connection portions for
connecting longitudinal wall bodies 13a of the longitudi-
nal wall rows, which are adjacent to each other in the
width direction, are arranged in each supportmember 13.
[0078] Thesupportmember 13 maybeanyother mem-
bers sofar as the resin material infiltration-blocking mem-
ber 20 can be supported, but each may preferably be at
least one longitudinal wall member (longitudinal wall row)
intermittently or continuously extending in the longitudi-
nal direction. Namely, the support member 13 may be,
for example, one or more longitudinal wall rows contin-
uously erected along the longitudinal direction or, as de-
scribed above, longitudinal wall members in which a plu-
rality of longitudinal wall bodies intermittently arranged
are arranged in a zigzag shape.

[0079] Herein, longitudinal wall bodies 13a of the lon-
gitudinal wall row, which is arranged most toward the
engaging elements 12, of the support member 13 are
referred to as a first row of longitudinal wall bodies 13a,
longitudinal wall bodies 13a of the longitudinal wall row,
which is arranged outward relative to the first row of lon-
gitudinal wall bodies 13a, are referred to as a second row
of longitudinal wall bodies 13a, and longitudinal wall bod-
ies 13a of the longitudinal wall row, which is arranged on
the outermost side, are referred to as a third row of lon-
gitudinal wall bodies 13a. Meanwhile, in the present in-
vention, structures of the right and left support members
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13 are not particularly limited, and for example, formation
of the longitudinal wall bodies 13a, which constitutes the
support members 13 of the present embodiment 1, or
the number of arrangement thereof (the number of lon-
gitudinal wall rows) may be modified in any other man-
ners.

[0080] According to the present embodiment 1, longi-
tudinal wall bodies 13a of each row are intermittently ar-
ranged at a predetermined attachment pitch in the lon-
gitudinal direction, and gaps are provided between ad-
jacent longitudinal wall bodies 13a of each row in the
longitudinal direction. Also, longitudinal wall bodies 13a
ofthe second row are arranged to correspond to locations
of gaps formed between adjacent longitudinal wall bodies
13a of the first and third row, so that longitudinal wall
bodies 13a of the first to third rows are arranged in a
zigzag shape to have a positional relationship that the
longitudinal wall rows are offset relative to each other.
[0081] Also, the connection portions for longitudinal
wall bodies 13a of the support members 13 are arranged
between longitudinal wall bodies 13a of the first and third
rows and longitudinal wall bodies 13a of the second rows
and thus connect front and rear end portions of longitu-
dinal wall bodies 13a of the first and third rows to center
potions of longitudinal wall bodies 13a of the second row
in the longitudinal direction. A height dimension (dimen-
sion in the upward and downward direction) of the con-
nection portions is set to be lower than those of longitu-
dinal wall bodies 13a of the first to third rows, and also a
width dimension (dimension in the right and left direction)
of the connection portions is set to have the same size
as distances between longitudinal wall bodies 13a of the
first and third rows and longitudinal wall bodies 13a of
the second row in the width direction.

[0082] As the support members 13 according to the
presentembodiment 1 is configured as described above,
gaps provided between adjacent longitudinal wall bodies
13a of each longitudinal wall row can be widened or nar-
rowed and therefore the hook and loop fastener member
10 (molded hook and loop fastener 1) can be freely bent
in the upward and downward direction.

[0083] Also, becausethe support members 13 are con-
figured to have a plurality of longitudinal wall rows and
also to be wide in the width direction, the resin material
infiltration-blocking member 20 can be supported widely
in the width direction on upper surfaces of the support
members 13 when the resin material infiltration-blocking
member 20 is fixed to the hook and loop fastener member
10 to be covered on the upper surfaces of the support
members 13 as described below, thereby stabilizing a
position of the resin material infiltration-blocking mem-
ber.

[0084] Further, when the molded hook and loop fas-
tener 1 is attracted and fixed to a cavity surface (fastener
mount surface) 7a of a mold 7 as described below, the
resin material infiltration-blocking member 20 can be
sandwiched widely in the width direction between the
support members 13 and the cavity surface 7a of the
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mold 7. Accordingly, the resin material infiltration-block-
ing member 20 can be widely, stably and closely con-
tacted with the upper surface portions of the support
members 13, and also the resin material infiltration-block-
ing member 20 can be widely, stably and closely con-
tacted with the cavity surface 7a of themold 7. As aresult,
sealing ability by the resin material infiltration-blocking
member 20 (i.e., sealing ability between the hook and
loop fastener member 10 and the cavity surface 7a, be-
tween which the resin material infiltration-blocking mem-
ber 20 is sandwiched) can be greatly enhanced.

[0085] The engaging elements 12 are erected on the
upper surface of the base material 11 to be aligned at a
predetermined attachment pitch in the longitudinal direc-
tion and the width direction, thereby obtaining an engag-
ing force with respect to a cover material covered on the
cushion body 6. In particular, in the case of the present
embodiment 1, longitudinal rows of engaging elements
12 aligned along the longitudinal direction are arranged
to be arrayed in five rows in the width direction between
the right and left support members 13.

[0086] In this case, the engaging element region 18 in
the hook and loop fastener member 10 is formed by a
portion surrounded by the right and left support members
13, atransversal support portion 16a, which is constituted
together with the engaging elements 12 by transversal
wall bodies 16 arranged on the front-most side as de-
scribed below, and a transversal support portion 16a,
which is constituted together with the engaging elements
12 by transversal wall bodies 16 arranged on the rear-
most side.

[0087] Also,eachengagingelement 12 hasanerection
portion perpendicularly erected from the upper surface
of the base material 11 and a hook-shaped engaging
head portion branched and curved in the front and rear
direction at an upper end of the erection portion. In ad-
dition, a height dimension (dimension in the upward and
downward direction) of each engaging element 12 as
measured from the upper surface of the base material
11 is set to have the same size as a height dimension
(height dimension of the longitudinal wall bodies 13a) of
the support members 13. Meanwhile, in the present in-
vention, a shape, a dimension, an installing pitch and the
like of the engaging elements 12 are not particularly lim-
ited and thus can be modified in any other manners.
[0088] The transversal wall bodies 16 are erected
along the width direction between the support members
13 and the engaging elements 12 and also between en-
gaging elements 12 adjacent to each other in the width
direction. In this case, the transversal wall bodies 16 are
connected with engaging elements 12, which are ar-
ranged to be adjacent thereto, via a lower end portion
(end portion located toward the base material 11) thereof
(see Figs. 3 and 4). As the transversal wall bodies 16
and the engaging elements 12 are connected with each
other in this way, the transversal wall bodies 16 and the
engaging elements 12 are configured to reinforce each
other. Alternatively, according to the present invention,
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the transversal wall bodies 16 and the engaging elements
12 may be formed to be spaced from each other.
[0089] Also, aplurality of transversal wall bodies, which
are arranged along the width direction on the front-most
and rear-most sides of the hook and loop fastener mem-
ber 10, together with engaging elements 12, which are
arranged to be sandwiched between the transversal wall
bodies 16, constitutes the transversal support portions
16a for supporting a back side of a transversal frame
portion (second frame portion) 22, as described below,
ofthe resin materialinfiltration-blocking member 20 along
the width direction.

[0090] In addition, a height dimension of each trans-
versal wall body 16 as measured from the upper surface
of the base material 11 is set to have the same size as
height dimensions of the longitudinal wall bodies 13a and
the engaging elements 12. Namely, in the present em-
bodiment 1, upper ends of the longitudinal wall bodies
13a, the transversal wall bodies 16 and the engaging
elements 12 are arranged on the same plane. Accord-
ingly, when longitudinal frame portions (first frame por-
tion) 21 and transversal frame portions (second frame
portion) 22 of the resin material infiltration-blocking mem-
ber 20 as described below are mounted on upper end
surfaces of the support members 13 and upper end sur-
faces of the transversal wall bodies 16a, height positions
of each mounted portion of the resin material infiltration-
blocking member 20 can be matched (coincided) with
each other.

[0091] Thus, when the molded hook and loop fastener
1 of the present embodiment 1 is mounted, for example,
on a flat cavity surface 7a of the molding mold 7 so that
the engaging elements 12 are oriented toward a direction
away from the cavity surface 7a (see Fig. 5), the longi-
tudinal frame portion 21 and the transversal frame portion
22 of the resin material infiltration-blocking member 20
can be stably and closely contacted with the cavity sur-
face 7a, thereby preventing a gap from being formed be-
tween the cavity surface 7a and the hook and loop fas-
tener member 10, between which the resin material in-
filtration-blocking member 20 is sandwiched.

[0092] The linear magnetic bodies 14 are fixed in the
engaging elementregion 18 of the hook and loop fastener
member 10 along rows of engaging elements 12, which
are arranged to be closest to the right and left support
members 13, while interposing the fixation portions 15
arranged on the upper surface of the base material 11.
The linear magnetic bodies 14 have a circular cross-sec-
tion and are constructed of magnetically attracted or at-
tracting materials.

[0093] Because the linear magnetic bodies 14 are ar-
ranged on the molded hook and loop fastener 1, when
the cushion body 6 is molded using the mold 7 having
magnets 8 arranged on the cavity surface 7a or on the
vicinity of the cavity surface 7a as described below, a
magnetic force generated between the magnets 8 of the
mold 7 and the linear magnetic bodies 14 of the molded
hook and loop fastener 11 can be used to stably suck
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and fix the molded hook and loop fastener 1 to the cavity
surface 7a of the mold 7.

[0094] In this cast, as magnetically attracted materials
for the linear magnetic bodies 14, monofilaments, in
which magnetic particles made of alloys of iron, cobalt,
nickel or the like are mixed to a synthetic resin such as
polyester, twisted metal yarns, in which a number of fine
metal wires made of such alloys are bundled and twisted,
or the like can be used. On the other hand, as magneti-
cally attracting materials for the linear magnetic bodies
14, magnetized wire materials, particularly, linear metal
linear magnets, rubber magnets, which are magnetized
by mixing magnetic iron oxide to rubber, or the like can
be used. Also, according to the present invention, fine
tape-shaped magnetic bodies may be used instead of
linear magnetic bodies.

[0095] Thefixation portions 15 for fixing the linear mag-
netic bodies 14 to the base material 11 are arranged in-
side of and in the vicinity of the support members 13 to
extend along the longitudinal direction with a predeter-
mined space and are configured to protrude in a rectan-
gular cross-sectioned block shape from the upper sur-
face of the base material 11. The linear magnetic bodies
14 are embedded in the fixation portion 15 to extend
through the fixation portions 15 along the longitudinal di-
rection. Also, each of the fixation portions 15 is integrally
constructed with the engaging elements 12 and the trans-
versal wall bodies 16 erected from the base material 11.
[0096] Alternatively, according to the present inven-
tion, for example, the fixation portions 15 may be ar-
ranged on the lower surface of the base material 11 so
that the linear magnetic bodies 14 are fixed to the lower
surface of the base material 11. Also, instead of fixing
the linear magnetic bodies 14 to the base material 11, a
magnetic property may be imparted to the hook and loop
fastener member 10 by mixing or kneading magnetic par-
ticles to a synthetic resin constructing the hook and loop
fastener member 10.

[0097] The resin material infiltration-blocking member
20 fixed to the hook and loop fastener member 10 is
constructed of a flexible thin piece-shaped sheet mem-
ber, and in particular the resin material infiltration-block-
ing member 20 according to the present embodiment 1
is constructed of a non-woven fabric having a predeter-
mined thickness. Because the resin material infiltration-
blocking member 20 is constructed of a non-woven fab-
ric, suitable flexibility, pliability and swollen feeling can
be imparted to the resin material infiltration-blocking
member 20.

[0098] Accordingly, in a foaming process of the cush-
ion body 6 as described below, when the resin material
infiltration-blocking member 20 is attracted and fixed to
the cavity surface 7a of the mold 7 using a magnetic
force, the resin material infiltration-blocking member 20
having flexibility or pliability can be properly deformed so
that sealing ability between the resin material infiltration-
blockingmember 20 and the cavity surface 7a of the mold
7 can be enhanced. Alternatively, according to the
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present invention, the material of the resin infiltration-
blocking member 20 is not limited thereto, and thus the
resin material infiltration-blocking member 20 may be
constructed, for example, of a knitted or woven thin cloth
piece or the like.

[0099] Also, as shown in Figs. 1 and 2, the resin ma-
terial infiltration-blocking member 20 of the present em-
bodiment 1 is constructed of a frame-shaped single sheet
member. Namely, the resin material infiltration-blocking
member 20 integrally has right and left longitudinal frame
portions (first frame portions) 21 arranged along the lon-
gitudinal direction of the molded hook and loop fastener
1 and transversal frame portions (second frame portions)
22 arranged along the width direction to correspond to
locations of front and rear end portions of the hook and
loop fastener member 10 and configured to connect the
right and left longitudinal frame portions 21 with each
other, and also arectangular opening portion 23 is formed
in a center portion of the resin material infiltration-block-
ing member 20, which is surrounded by the right and left
longitudinal frame portions 21 and the front and rear
transversal frame portions 22.

[0100] This frame-shaped resin material infiltration-
blocking member 20 is fixed to the hook and loop fastener
member 10 by bonding or welding back surfaces of the
right and left longitudinal frame portions 21 to the right
and left side edge portions 11a of the base material 11
ofthe hook and loop fastener member 10 while protruding
inner peripheral edge portions (peripheral edge portion
of the opening portion 23) of the right and left longitudinal
frame portions 21 and front and rear transversal frame
portions 22 of the resin material infiltration-blocking mem-
ber 20 above upper end locations of the support members
13.

[0101] In particular, according to the present embodi-
ment 1, the resin material infiltration-blocking member
10 is fixed to the hook and loop fastener member 10 so
that parts of the right and left longitudinal frame portions
21 are covered on the upper surfaces of the support
members 13 and also parts of the front and back trans-
versal frame portions 22 are covered on upper surfaces
of the transversal support portions 16a arranged on the
front-most and rear-most sides of the hook and loop fas-
tener member 10.

[0102] At this time, because the right and left longitu-
dinal frame portions 21 of the resin material infiltration-
blocking member 20 are supported by the right and left
supportmembers 13, the longitudinal frames 21 are hard-
ly collapsed or bend even if a flowing pressure or foaming
pressure of a foaming resin material is exerted thereon
when the cushion body 6 is foamed as described below.
Also, the state where the inner peripheral edge portions
of the longitudinal frame portions 21 are protruded above
the upper end locations of the support members 13 can
be stably kept.

[0103] In the present embodiment 1, a length dimen-
sion of the resin material infiltration-blocking member 20
(i.e., a dimension of the longitudinal frame portions 21 in
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the upward and downward direction) is set to be larger
than a length dimension of the base material 11 of the
hook and loop fastener member 10 when the resin ma-
terial infiltration-blocking member 20 is in a flat state be-
fore being attached to the hook and loop fastener mem-
ber 10. In particular, in the case of the present embodi-
ment 1, even when the resin material infiltration-blocking
member 20 is in a state after being fixed to the hook and
loop fastener member 10 and thus being partially bent,
the resin material infiltration-blocking member 20 is set
to have a length dimension larger than that of the base
material 11 of the hook and loop fastener member 10.
[0104] Also, a width dimension of the resin material
infiltration-blocking member 20 (i.e., a dimension be-
tween outer side edges of the right and left longitudinal
frame portions 21 in the width direction) is set to be larger
than a width dimension of the base material 11 of the
hook and loop fastener member 10 when the resin ma-
terial infiltration-blocking member 20 is in a flat state be-
fore being attached to the hook and loop fastener mem-
ber 10. In particular, in the case of the present embodi-
ment 1, even when the resin material infiltration-blocking
member 20 is in a state after being fixed to the hook and
loop fastener member 10 and thus being partially bent,
the resin material infiltration-blocking member 20 is set
to have a width dimension larger than that of the base
material 11 of the hook and loop fastener member 10.
[0105] Namely, when being fixed to the hook and loop
fastener member 10, the resin material infiltration-block-
ing member 20 of the present embodiment 1 has right
and left first extension portions 24 extending outward be-
yond right and left end edges of the base material 11 of
the hook and loop fastener member 10 and front and rear
second extension portions 25 extending outward beyond
front and rear end edges of the base material 11 of the
hook and loop fastener member 10.

[0106] In addition, the rectangular opening portion 23
formed in the center portion of the resin material infiltra-
tion-blocking member 20 has a length dimension smaller
than the length dimension of the base material 11 of the
hook and loop fastener member 10 and also has a width
dimension smaller than a dimension as measured be-
tween outer wall surfaces of the right and left support
members 13 in the width direction (i.e., a dimension as
measured between the left outermost wall surface of the
left support member 13 and the left outmost wall surface
of the right support member 13 in the width direction).
[0107] As the opening portion 23 of the resin material
infiltration-blocking member 20 is set to have such a size,
a positional offset of the opening portion 23 of the resin
material infiltration-blocking member 20 relative to the
engaging elementregion 18 of the hook and loop fastener
member 10 can be hardly occurred. In addition, because
the positional offset of the opening portion 23 is hardly
occurred, it is possible to prevent, for example, parts of
engaging elements 12 or support members 13 from pro-
truding (extending) above the resin material infiltration-
blocking member 20 from the opening portion 23, and as
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aresult, a close contact ability of the resin material infil-
tration-blocking member to the cavity surface 7a of the
mold 7 upon foaming of the cushion body 6 can be en-
hanced.

[0108] Then, the hook and loop fastener member 10
of the molded hook and loop fastener 1 of the present
embodiment 1 having configurations as described above
is manufactured, for example, using a manufacturing ap-
paratus as described below.

[0109] Specifically, the manufacturing apparatus for
the hook and loop fastener member 10, if not shown,
includes a die wheel driven to be rotated in one direction,
acontinuous extruding nozzle fora moltenresin arranged
to face a peripheral surface of the die wheel, a picking-
up roll arranged downstream of the continuous extruding
nozzle in a rotation direction of the die wheel to face the
peripheral surface of the die wheel, a linear magnetic
body supply unit arranged upstream of the continues ex-
truding nozzle in the rotation direction of the die wheel
and configured to introduce linear magnetic bodies 14
between facing surfaces of the die wheel and the contin-
uous extruding nozzle, and a cutting unit for cutting a
continuous hook and loop fastener member 10,which is
peeled off from the peripheral surface of the die wheel,
at a predetermined length.

[0110] In the peripheral surface of the die wheel
equipped in the manufacturing apparatus, molding cav-
ities for molding engaging elements 12, right and left sup-
port members 13 and transversal wall bodies 16 and the
like of the hook and loop fastener member 10 as de-
scribed above is formed. Also, the die wheel is configured
so that a coolant can flow through the inside of the die
wheel, and below the die wheel, a coolant bath is ar-
ranged so that a lower half of the die wheel can be dipped
therein.

[0111] When the hook and loop fastener member 10
of the present embodiment 1 is manufactured using the
manufacturing apparatus as described above, a molten
resin material is continuously extruded from the contin-
uous extruding nozzle toward the peripheral surface of
the die wheel. Atthistime, because the die wheelis driven
to be rotated in one direction, the molten resin extruded
on the peripheral surface thereof forms the base material
11 and the like of the hook and loop fastener member 10
by the continuous fastener nozzle and the die wheel, and
at the same time successively forms the engaging ele-
ments 12, the right and left support members 13, the
transversal wall bodies 16 and the like by the molding
cavities as described above.

[0112] Also, at the same time as when the molten resin
material is extruded from the continuous extruding noz-
zle, the linear magnetic bodies 14 are supplied from the
supply unit to an extrusion location of the molten resin to
be integrally molded with the continuous hook and loop
fastener member 10.

[0113] The continuous hook and loop fastener member
10 molded on the peripheral surface of the die wheel is
solidified by half-turning while being carried and cooled
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on the peripheral surface of the die wheel and then is
continuously peeled off from the peripheral surface of the
die wheel by the picking-up roll.

[0114] Then, the continuous hook and loop fastener
member 10 (in other words, continuous body of hook and
loop fastener member 10) peeled off from the die wheel
is conveyed toward the cutting unit and is cut at a pre-
determined length by the cutting unit. Thus, as shown in
Fig. 2, the hook and loop fastener member 10 having the
predetermined length is manufactured. Meanwhile, inthe
present invention, the manufacturing apparatus or man-
ufacturing method for the hook and loop fastener member
10 is not particularly limited and thus can be modified in
any other manners.

[0115] Subsequently, the frame-shaped resin material
infiltration-blocking member 20 is covered on the upper
surface of the hook and loop fastener member 10 of the
present embodiment 1 manufactured as described
above and then is fixed to the right and left side edge
portions 11 a of the base material 11 of the hook and
loop fastener 10, thereby manufacturing the molded hook
and loop fastener 1 of the present embodiment 1 as
shown in Fig. 1.

[0116] At this time, the resin material infiltration-block-
ing member 20 is attached to the hook and loop fastener
member 10 in such a manner that the resin material in-
filtration-blocking member 20 is covered on the upper
surface of the hook and loop fastener member 10 to align
a position of the opening portion 23 of the resin material
infiltration-blocking member 20 to a position of the en-
gaging element region 18 of the hook and loop fastener
member 10 and also lower surfaces (back surfaces) of
the right and left longitudinal frame portions 21 of the
resin material infiltration-blocking member 20 are fixed
to upper surfaces of the right and left side edge portions
11 a of the base material 11. In this case, as a means
for fixing the longitudinal frame portions 20 of the resin
material infiltration-blocking member 20 to the right and
left side edge portions 11 a of the base material 11, bond-
ing with an adhesive or welding, such as high frequency
welding or thermal welding, can be employed.

[0117] Forexample, when a cushion body (foam body)
6 for seats and the like of a vehicle is foamed, the molded
hook and loop fastener 1 of the present embodiment 1
using the method as described above is integrated with
the cushion body 6 by molding (two-color molding).
[0118] Specifically, first, the manufactured molded
hook and loop fastener 1, as shown in Fig. 5, is mounted
on a fastener mount surface formed at a predetermined
location on the cavity surface 7a of the cushion body
molding mold 7.

[0119] At this time, the fastener mount surface, on
which the molded hook and loop fastener 1 is mounted
(set), of the cavity surface 7a of the mold 7 is configured
as a flat surface, which is a single surface. Alternatively,
the fastener mount surface may be configured as a
curved surface, which is a convex or concave-shaped
single surface. Also, in the interior of the mold 7, magnets
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8, such as neodymium magnets, are embedded to cor-
respond to a position of the fastener mount surface on
which the molded hook and loop fastener 1 is to be mount-
ed.

[0120] Accordingly, the molded hook and loop fastener
1 is mounted so that a surface (upper surface), on which
the engaging elements 12 of the base material 11 are
formed is oriented to face the fastener mount surface of
the mold 7, and thus the linear magnetic bodies 14 ar-
ranged in the molded hook and loop fastener 1 are at-
tracted by an attraction force of the magnets 8 so that
the molded hook and loop fastener 1 is attracted and
fixed to the flat cavity surface (fastener mount surface)
7a of the mold 7.

[0121] Inthis case, particularly, a self-alignment effect,
which can automatically precisely align the molded hook
and loop fastener 1 to a predetermined position, can be
also obtained by using a magnetic force generated be-
tween the magnets 8 and the linear magnetic bodies 14
of the molded hook and loop fastener 1.

[0122] Also, the molded hook and loop fastener 1 of
the present embodiment 1 is held in a state where parts
of the resin material infiltration-blocking member 20, par-
ticularly parts, which are mounted on upper surfaces of
the right and left support members 13 of the hook and
loop fastener member 10 and upper surfaces of the trans-
versal support portions 16a constituted of the transversal
wall bodies 16 and the engaging elements 12, of the resin
material infiltration-blocking member 20, are closely con-
tacted with the flat cavity surface (fastener mount sur-
face) 7a of the mold 7.

[0123] Alternatively, in the present invention, the fas-
tener mount surface of the mold 7 may formed in a con-
cave groove shape and the molded hook and loop fas-
tener 1 may be attracted and fixed to the fastener mount
surface so that engaging elements 12 or support mem-
bers of the molded hook and loop fastener 1 are inserted
in the concave groove. In this case, parts, which are fixed
to therightand left side edge portions of the base material
1, of the resin material infiltration-blocking member 20
can be closely contacted with the cavity surface of the
mold 7.

[0124] Subsequently, after the molded hook and loop
fastener 1 of the present embodiment 1 is attracted and
fixed to a predetermined position (fastener mount sur-
face) on the cavity surface 7a of the mold 7 as described
above, a foaming resin material is sprayed and injected
into the interior of the mold 7 from a spraying nozzle, not
shown. At this time, for example, by spraying the foaming
resin material while moving the spraying nozzle relative
to the mold 7, the foaming resin material can be injected
throughout the cavity space of the mold 7. In addition,
after a predetermined amount of the foaming resin ma-
terial is sprayed from the spraying nozzle, the mold 7 is
clamped. Thus, as the foaming resin material is foamed
to be widely expanded throughout the entire cavity space
of the mold, the cushion body 6 is molded.

[0125] Atthistime, because the molded hook and loop
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fastener 1 is positioned and fixed to the predetermined
position by attraction action of the magnets 8 embedded
in the mold 7, there is no case where the position of the
molded hook and loop fastener 1 is displaced due to a
flowing pressure or foaming pressure of the foaming resin
material or the like.

[0126] Also, because the resin material infiltration-
blocking member 20 of the molded hook and loop fas-
tener 1 of the present embodiment 1 is configured so that
an upper end portion thereof protruding above upper end
locations of the support members 13 is sandwiched be-
tween the supper members 13 and the cavity surface 7a
ofthe mold 7 and is more closely contacted with the cavity
surface 7a of the mold 7 in the front and rear direction
and the right and left direction than that in the engaging
element region 18 formed in the hook and loop fastener
member 10, a gap, which could allow the foaming resin
material to pass therethrough, is not formed between the
hook and loop fastener member 10 and the cavity surface
7a, between which the resin material infiltration-blocking
member 20 is interposed.

[0127] In particular, in the present embodiment 1, as
described above, because each support member is con-
structed widely in the width direction by three longitudinal
wall rows, the resin material infiltration-blocking member
20 can be sandwiched widely in the width direction be-
tween the support members 13 and the cavity surface
7aofthemold 7. Accordingly, an enhanced sealing ability
between the hook and loop fastener member 10 and the
cavity surface 7a can be ensured by sandwiching the
resin material infiltration-blocking member 20 therebe-
tween.

[0128] Also, because the resin material infiltration-
blockingmember 20 is fixed to the hook and loop fastener
member 10 in a state where the right and left longitudinal
frame portions 21 are supported by the right and left sup-
port members 13, a positional offset of the resin material
infiltration member 20 can be prevented even if a flowing
pressure or foaming pressure of the foaming resin ma-
terial is exerted thereon and thus the resin material infil-
tration-blocking member 20 can be stably kept closely
contacted with the cavity surface 7a of the mold 7. There-
fore, the engaging element region 18 of the molded hook
and loop fastener 1 attracted and fixed to the cavity sur-
face 7a of the mold 7 can be stably blocked from a region
exterior of the molded hook and loop fastener (i.e., the
cavity space) by the resin material infiltration-blocking
member 20.

[0129] In particular, in the present embodiment 1, be-
cause the resin material infiltration-blocking member 20
is constructed of a non-woven fabric which is pliable and
has a proper swollen feeling, even if the cavity surface
7a of the mold 7 has a very small unevenness, the resin
material infiltration-blocking member 20 can be securely
closely contacted with the cavity surface 7a of the mold
7 by causing the molded hook and loop fastener 1 to be
attracted and fixed to the magnets 8, thereby preventing
a gap from being formed between the resin material in-
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filtration-blocking member 20 and the cavity surface 7a.
[0130] Thus,forexample, even ifthe foaming resin ma-
terial is strongly collided against the molded hook and
loop fastener 1 when the foaming resin material is
sprayed from the spraying nozzle, not shown, a flowing
pressing or foaming pressure of the foaming resin mate-
rial is high or the foaming resin material has a low vis-
cosity, it is possible to effectively prevent the foaming
material from passing between the resin material infiltra-
tion-blocking member 20 and the cavity surface 7a of the
mold 7 and then infiltrating into the engaging element
region 18 of the molded hook and loop fastener 1.
[0131] Therefore, in the engaging element region 18
of the molded hook and loop fastener 1, the engaging
elements 12 are not potted with the foaming body, so
that the engaging elements 12 can be stably exposed on
the upper surface of the base material 11. Accordingly,
a predetermined engaging force (fastening force) inher-
ent in the molded hook and loop fastener 1 itself can be
stably kept even after foaming of the cushion body 6.
[0132] In addition, the molded hook and loop fastener
1 of the present embodiment 1 is configured so that the
right and left side edge portions 11 are formed to protrude
on right and left outsides of the support members 13 and
also the resin material infiltration-blocking member 20
includes right and left first extension portions 24 extend-
ing outward beyond right and left end edges of the base
material 11 and front and rear second extension portions
25 extending outward beyond front and rear end edges
of the base material 11.

[0133] Accordingly, when the foaming material is
sprayed form the spraying nozzle, the right and left ex-
tension portions of the base material 11 and the first and
second extension portions 24 and 25 of the resin material
infiltration-blocking member 20 are acted as canopies as
described above. As aresult, itis possible to prevent the
sprayed foaming resin material from being directly
strongly hit between the resin material infiltration-block-
ing member 20 and the cavity surface 7a and also to
effectively prevent the foaming resin material from infil-
trating into the engaging element region 18.

[0134] Then, as the foaming resin material is foamed
and solidified in the cavity space of the mold 7 and thus
molding is ended, the cushion body 6 integrated with the
molded hook and loop fastener 1 of the present embod-
iment 1 as shown in Fig. 6 can be obtained.

[0135] The cushion body 6 with the molded hook and
loop fastener 1 manufactured as described above can
stably ensure a desired fastening force by a plurality of
engaging elements 12 exposed on the upper surface
thereof, because the foaming body has not infiltrate into
the engaging element region 18 of the molded hook and
loop fastener 1. Thus, a surface of the obtained cushion
body 6 is covered with a cover material, not shown and
then the cover material is pressed toward a location on
the cushion body 6, at which the molded hook and loop
fastener 1 is attached, and as a result, female engaging
elements 12 arranged on a back surface of the cover
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material can be securely engaged with the engaging el-
ements 12 (male engaging elements) of the molded hook
and loop fastener 1. Thus, the cover material can be pre-
cisely attached along the surface of the cushion body 6
without being floated from the cushion body 6.

[0136] Further, in the molded hook and loop fastener
1 of the present embodiment 1, because the cushion
body 6 can be foamed while the molded hook and loop
fastener 1 is attracted and fixed to the cavity surface 7a
of the mold 7 as described above, it is not necessary to
provide a concave groove portion dedicated for position-
ing and holding the hook and loop fastener on the inner
surface of the mold, for example, as in Patent Document
1 as described above. Accordingly, costs or workloads
required to manufacture the mold 7 for molding the cush-
ion body 6 can be significantly reduced as compared to
the case of Patent Document 1 and thus the cushion
body 6 with the molded hook and loop fastener 1 can be
efficiently manufactured at low costs.

[0137] Inaddition, in the cushion body 6 with which the
molded hook and loop fastener 1 of the present embod-
iment 1 is integrated, the foaming resin is infiltrated into
parts of the resin material infiltration-blocking member
20 made of a non-woven fabric. Also, the first and second
extension portions 24 and 25 of the resin material infil-
tration-blocking member 20 extending from the base ma-
terial 11 in the molded hook and loop fastener 1 are em-
bedded in the cushion body 6 as shown in Fig. 6. Accord-
ingly, a bonding strength (fixation strength) between the
molded hook and loop fastener 1 and the cushion body
6 can be effectively increased, so that the molded hook
and loop fastener 1 can be more strongly integrated with
the cushion body 6. In this case, the resin material infil-
tration-blocking member 20, into which the foaming resin
is infiltrated, has a semi-rigidity to be bent together with
the cushion body 6.

[0138] Further, the present embodiment 1 is config-
ured so that in addition to transversal support portions
16a, transversal wall bodies 16 are also arranged be-
tween engaging elements 12 in the engaging element
region 18 of the molded hook and loop fastener 1. Ac-
cordingly, for example, even when the continuous body
of hook and loop fastener member 10 molded using the
die wheel as described above is cut at any location and
thus the hook and loop fastener member 10 having any
length is manufactured, a resin material infiltration-block-
ing member 20 having an opening portion 23, which is
adjusted to correspond to the length of the hook and loop
fastener member 10, can be prepared and then fixed to
the hook and loop fastener member 10, thereby allowing
the molded hook and loop fastener 1 of the present em-
bodiment 1 having any length to be simply manufactured.

Embodiment 2
[0139] Fig. 7 is a plan view showing a molded hook

and loop fastener according to the present embodiment
2 and Fig. 8 is a plan view showing a hook and loop
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fastener member of the molded hook and loop fastener
member. Also, Figs. 9 and 10 are sectional views taken
along a IX-IX line and a line X-X shown in Fig. 7.
[0140] Meanwhile, with respect to molded hook and
loop fasteners 2 to 5 according to the present embodi-
ment 2 as described below and the following embodi-
ments 3 to 5, configurations different from those of the
molded hook and loop fastener 1 of the forgoing embod-
iment 1 will be primarily described, and thus components
and members having substantially the same configura-
tions as those of the molded hook and loop fastener 1 of
the foregoing embodiment 1 are designated as the same
reference numerals and the descriptions thereof will be
omitted.

[0141] The molded hook and loop fastener 2 according
to the present embodiment 2 includes a plurality of hook
and loop fastener members 30 each having a plurality of
engaging elements 12 erected on an upper surface (first
surface) of a flat plate-shaped base material 31, a mono-
filament 45 as a connection member for connecting the
adjacent hook and loop fastener members 30 members
with each other in the front and rear direction, and a resin
material infiltration-blocking member 40 fixed across the
plurality of hook and loop fastener members 30.

[0142] Also, each hook and loop fastener member 30
includes a base material 31 having a generally octagonal
shape elongated in a longitudinal direction (frontand rear
direction) thereof as viewed from the front, right and left
support members 13 erected on the upper surface (first
surface) of the base material 31 along the longitudinal
direction, a plurality of engaging elements 12 arranged
between the right and left supportmembers 13, twolinear
magnetic bodies 14 arranged along the front and rear
direction, fixation portions (first fixation portions) 15 ar-
ranged on insides of the right and left support members
13 for fixing the linear magnetic bodies 14, fixation por-
tions (second fixation portions) 35 for fixing the monofil-
ament 45, which is the connection member, and trans-
versal wall bodies 16 arranged along the width direction.
[0143] Meanwhile, in the presentembodiment, engag-
ing elements 12, rightand left support members 13, linear
magnetic bodies 14, fixation portion (first fixation portion)
15 forfixing the linear magneticbodies 14 and transversal
wall bodies 16 are respectively configured in the same
manner as those of the forgoing embodiment 1. Also,
transversal support portions 16a for support back sides
of transversal frame portions (second frame portions) 42,
as described above, of the resin material infiltration-
blocking member 40 are constituted of a plurality of en-
gaging elements 12 and a plurality of transversal wall
bodies 16 arranged along the width direction at the front-
most and rear-most side locations of each hook and loop
fastener member 20.

[0144] The base material 31 in the present embodi-
ment 2 is formed in a thin board shape to be bendable
in the upward and downward direction. Also, the base
material 31 of each hook and loop fastener member 30
has a center region portion, on which a plurality of en-
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gaging elements 12 and the right and left support mem-
bers 13 are erected, and right and left side edge portions
31a arranged outward in the width direction beyond lo-
cations where the right and left support members 13 are
erected.

[0145] Also, upper surfaces (first surface) of the right
and left side edge portions 31a of the base material 31
is formed as a flat surface, and right and left side edge
ends of the base material 31 are formed to be parallel to
each other along the longitudinal direction of the hook
and loop fastener member 30. On a lower surface (back
surface) of the base material 31, a plurality of recessed
groove portions 31b are provided to be parallel to each
other along the front and rear direction.

[0146] Further, the base material 31 has front and rear
extension portions 31c, which are arranged on front and
rear end edge portions of the hook and loop fastener
member 30 and from which engaging elements 12 are
excluded, and the front and rear extension portions 31 ¢
are formed to extend forward and rearward from loca-
tions, at which the engaging elements 12 and the trans-
versal wall bodies 16 are arranged, throughout between
the right and left support members 13.

[0147] Because the right and left side edge portions
31 a and the front and rear extension portions 31 c are
arranged on the base material 31 of each hook and loop
fastener member 30 as described above, the right and
left side edge portions 31a and the front end rear exten-
sion portions 31c serve as canopies against a foaming
resin material sprayed from a spraying nozzle upon foam-
ing of a cushion body. Accordingly, it is possible to pre-
vent the sprayed foaming resin material from being di-
rectly strongly hit between the resin material infiltration-
blocking member 40 and the cavity surface 7a.

[0148] An engaging element region 38 of each hook
and loop fastener member 30 is formed by a portion, in
which a plurality of engaging elements 12 are aligned at
a predetermined attachment pitch in the longitudinal di-
rection and the width direction, and the right and left sup-
port members 13 are erected along the front and rear
direction at locations, which are located on the inside of
right and left end edges of the base material 31 in the
width direction (right and left direction), so that the en-
gaging element region 38 is sandwiched therebetween.
[0149] Like the case of the foregoing embodiment 1,
each of right and left support members 13 in the present
embodiment 2 has three longitudinal wall rows and each
longitudinal wall row is constituted of a plurality of longi-
tudinal wall bodies 13a arranged at a predetermined pitch
in the longitudinal direction. Also, longitudinal wall con-
nection portions for connecting longitudinal wall bodies
13a of the longitudinal wall rows, which are adjacent to
each other in the width direction, are arranged in each
support member 13.

[0150] Also, each hook and loop fastener member 30
of the present embodiment is configured so that the sec-
ond fixation portions 35 for fixing the monofilament 45 is
provided to protrude in a rectangular cross-sectioned
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block shape form the upper surface of the base material
31. The second fixation portions 35 are arranged on a
generally center portion, in the width direction, of the base
material 31 at a predetermined interval along the longi-
tudinal direction. Also, the second fixation portions 35
are integrally constructed with the engaging elements 12
and the transversal wall bodies 16 erected from the base
material 31, thereby reinforcing the engaging elements
12 and the transversal wall bodies 16. The monofilament
45 is embedded in the second fixation portion 35 to ex-
tend through the second fixation portions 35 in the lon-
gitudinal direction.

[0151] Alternatively, in the present invention, the sec-
ond fixation portions 35 for fixing the monofilament 45
may be constructed as separate bodies from the trans-
versal wall bodies 16. Also, the second fixation portions
35 may be arranged on a lower surface of the base ma-
terial 31 so that the monofilament 35 is fixed to the lower
surface of the base material 31.

[0152] In the molded hook and loop fastener 2 of the
present embodiment 2, the monofilament 45 is fixed by
the block-shaped second fixation portions 35 arranged
on each hook and loop fastener member 30, and a con-
nection portion for connecting the adjacent hook and loop
fastener members 30 to each other is constructed by a
part of the monofilament 35, which are interposed be-
tween a second fixation portion 35 arranged on the front-
most side of each hook and loop fastener member 30
and a second fixation portion 35 arranged on the rear-
most side of another hook and loop fastener member 30
adjacent thereto. In particular, the connection portion
formed by the monofilament 45 is fixed to the second
fixation portions 35, which are arranged on the generally
center portions in the width direction, by a lower surface
(back surface) of the resin material infiltration-blocking
member 40, thereby connecting the center portions, in
the width direction, of the adjacent hook and loop fastener
members 30 to each other.

[0153] Also, the monofilament 45 in the present em-
bodiment 2 is made of a thermoplastic resin, such as
polyester and has flexibility. Also, the monofilament 45
is configured to be bentin a zigzag shape in the right and
left direction, and particularly, a bending interval is set
so that at least two bent portions having different bending
directions are arranged in the part thereof between the
second fixation portions 35, which forms the connection
portion. In addition, a cross-section of the monofilament
45 has an elliptical shape, which is elongated in a front
and back direction of the base material 31 so that the
major axis thereof extends along the upward and down-
ward direction.

[0154] As the connection portion of the present em-
bodiment 2 is configured as described above, the molded
hook and loop fastener 2 having a plurality of hook and
loop fastener members 30 can be configured to be easily
bent in the width direction due to the connection portion
and also to be bent in the front and back direction (see
Fig. 12). Meanwhile, in the present invention, a thickness
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or cross-section shape of the monofilament 45 is not par-
ticularly limited, and thus it is sufficient so long as the
molded hook and loop fastener 2 is designed to be bend-
able in the width direction due to the connection portion.
Alternatively, in the present invention, the connection
member does not need to be constructed by the mono-
filament 45 as in the present embodiment 2, and thus,
for example, a plurality of hook and loop fastener mem-
bers 30 may be connected to each other by a connection
portion integrally molded with the hook and loop fastener
members 30 using the same material (the same synthetic
resin) as that of the base materials 31.

[0155] The resin material infiltration-blocking member
40 of the present embodiment 2 is constructed by a single
sheet member made of a thin piece-shaped non-woven
fabric having flexibility. Also, the resin material infiltration-
blocking member 40 integrally has right and left longitu-
dinalframe portions (first frame portions) 41 continuously
arranged over the plurality of hook and loop fastener
members 30 and transversal frame portions (second
frame portions) 42 arranged in the width direction to
bridge between the adjacent hook and loop fastener
members 30 and configured to connect the right and left
longitudinal frame portions 41 with each other, and a
width dimension of the resin material infiltration-blocking
member 40 itself is set to have a constant size over the
entire length of the resin material infiltration-blocking
member 40 in the longitudinal direction thereof. Further,
in the resin material infiltration-blocking member 40, rec-
tangular opening portions 43 surrounded by the longitu-
dinal frame portions 41 and the transversal frame por-
tions 42 are formed at a predetermined interval in the
longitudinal direction.

[0156] In the resin material infiltration-blocking mem-
ber 40 of the present embodiment 2 having such config-
urations, parts of the right and left longitudinal frame por-
tions 41 are covered on the upper surfaces of the support
members 13, parts of the transversal frame portions 42
are covered on upper surfaces of the transversal support
portions 16a arranged on the front-most and rear-most
sides of each hook and loop fastener member 30, and
then the right and left longitudinal frame portions 41 are
fixed to the right and left side edge portions 31a of the
base material 31 of each hook and loop fastener member
30 by bonding or welding.

[0157] In this case, the width dimension of the resin
material infiltration-blocking member 40 (dimension be-
tween outer side edges of the right and left longitudinal
frame portions 41) is set to have a size of such a degree
that the resin material infiltration-blocking member 40
does not protrude (extend out) from the right and left end
edges of the base material 31 after being fixed to the
hook and loop fastener members 30 and thus being par-
tially bent.

[0158] In particular, in the present embodiment 2, the
sheet-shaped resin material infiltration-blocking member
40 is configured so that when being fixed to the hook and
loop fastener members 30, parts thereof between the
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plurality of hook and loop fastener members 30 have the
same dimension as a width dimension of the resin ma-
terial infiltration-blocking member 40 on the hook and
loop fastener member 30 (see Fig. 11) and thus the entire
width of the hook and loop fastener members 30 in the
width direction is fully covered with each of parts thereof
between the hook and loop fastener members 30. Thus,
as described below, a bonding strength (fixation strength)
between the molded hook and loop fastener 2 and a cush-
ion body can be more effectively enhanced.

[0159] Inaddition, each of the rectangular opening por-
tion 43 formed in the resin material infiltration-blocking
member 40 has a length dimension smaller than a length
dimension of the base material 31 of each hook and loop
fastener member 30 and also has a width dimension
smaller than a dimension as measured between outer
surfaces of the right and left support members 13 of each
hook and loop fastener member 30 in the width direction.
[0160] As the opening portions 43 of the resin material
infiltration-blocking member 40 is set to have such a size,
a positional offset of the opening portions 43 of the resin
material infiltration-blocking member 40 relative to the
engaging element region 18 of each hook and loop fas-
tener member 30 can be hardly occurred. In addition, it
is possible to prevent parts of engaging elements 12 or
support members 13 from protruding above the resin ma-
terial infiltration-blocking member 40 from the opening
portion 43.

[0161] The molded hook and loop fastener 2 of the
present embodiment 2 having configurations as de-
scribed above can be easily bent to be curved or mean-
dered in the right and left direction and the front and back
direction as described above (see Fig. 12). When the
molded hook and loop fastener 2 is bent in the right and
left direction in such a way, the resin material infiltration-
blocking member 40 is constructed of a pliable non-wo-
ven fabric and thus becomes in a state where in a region
of the resin material infiltration-blocking member 40,
which bridges between the adjacent hook and loop fas-
tener member 30, a part thereof arranged on the outer
circumferential side thereof is pulled and stretched (ten-
sioned) by hook and loop fastener members 30 located
front and rear thereof, and a part thereof arranged on the
inner circumferential side is bent in a wave shape to cre-
ate a clearance.

[0162] Also, like the foregoing embodiment 1, the
molded hook and loop fastener 2 of the present embod-
iment is integrated with a cushion body (foam body) 6,
such as seats of vehicles, while the cushion body is
foamed, thereby obtaining the cushion body with the
molded hook and loop fastener 2.

[0163] According to the cushion body with the molded
hook and loop fastener 2 of the present embodiment 2
integrated, like the foregoing embodiment 1, itis possible
to prevent the foam body from infiltrating into the engag-
ing element region 38 of the molded hook and loop fas-
tener 2. Therefore, a desired fastening force can be stably
ensured by the plurality of engaging elements 12 ex-
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posed on the upper surface of the base material 11. Also,
costs or workloads required to manufacture the mold 7
for molding the cushion body can be reduced as com-
pared to the related art.

[0164] Also, because the molded hook and loop fas-
tener 2 of the present embodiment 2 can be easily bent
in the right and left direction as described above, the
molded hook and loop fastener 2 can be closely contact-
ed with the cavity surface 7a of the mold 7 in a curved or
meandered state. Accordingly, the molded hook and loop
fastener 2 of the present embodiment 2 can be easily
conformed to various shapes of the cushion body.
[0165] Inaddition, when the molded hook and loop fas-
tener 2 is integrated with the cushion in a curved or me-
andered state as described above, upon foaming, as de-
scribed above, a part of the resin material infiltration-
blocking member 49, which is arranged on the outer cir-
cumferential side thereof, is pulled and thus stretched
(tensioned) and also a part thereof, which is arranged on
the inner circumferential side, is bent to create a clear-
ance, and in this state, the molded hook and loop fastener
2 is closely contacted with the cavity surface 7a of the
mold 7. In this case, a gap is likely to be formed between
the bent part of the resin material infiltration-blocking
member 40, which is arranged on the inner circumferen-
tial side, and the cavity surface 7a of the mold 7, and thus
the foaming resin material is likely to be introduced be-
tween the resin material infiltration-blocking member 40
and the cavity surface 7a through the gap.

[0166] In this state, when the foaming resin material is
injected into the mold 7, the foaming resin material can
be also allowed to be introduced and foamed on the back
side of the foaming resin material between the adjacent
hook and loop fastener members 30. Thus, the cushion
body having a predetermined shape can be stably man-
ufactured.

[0167] Also, in the present embodiment 2, the ten-
sioned part on the outer circumferential side and the bent
part on the inner circumferential side of the resin material
infiltration-blocking member 40, which are arranged be-
tween the hook and loop fastener members 30, as well
as the connection member constructed of the monofila-
ment 45 can be embedded in the molded cushion body.
Accordingly, a bonding strength (fixation strength) be-
tween the molded hook and loop fastener 2 and the cush-
ion body can be effectively increased.

[0168] In particular, as described above, the sheet-
shaped resin material infiltration-blocking member 40
covers the hook and loop fastener members 30 over the
entire width thereof in the width direction. Thus, the resin
material infiltration-blocking member 40 is embedded
over abroad areain the cushion body due to parts thereof
between the adjacent hook and loop fastener members
30, thereby further enhancing the bonding strength (fix-
ation strength) between the molded hook and loop fas-
tener 2 and the cushion body.
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Embodiment 3

[0169] Fig. 13 is a plan view showing a molded hook
and loop fastener according to the present embodiment
3, Fig. 14 is a sectional view taken along a XIV-XIV line
shown in Fig. 13.

[0170] The molded hook and loop fastener 3 according
to the present embodiment 3 includes one hook and loop
fastener member 10 having a plurality of engaging ele-
ments 12 erected on an upper surface of a base material
11, and right and left independent resin material infiltra-
tion-blocking members 50. The hook and loop fastener
member 10 of the present embodiment 3 has the same
configurations as those of the hook and loop fastener
member 10 of the forgoing embodiment 1.

[0171] The resin material infiltration-blocking mem-
bers 50 of the present embodiment 3 are respectively
independently fixed to right and left side edge portions
11 a of the base material 11 of the hook and loop fastener
member 10. The right and left resin infiltration-blocking
members 50 are constructed of a sheet member made
of aflexible thin piece-shaped non-woven fabric and have
a tubular shape in which the thin piece-shaped sheet
member is rolled by bonding side edge portions of the
sheet member to each other.

[0172] In this case, the non-woven fabric constructing
the resin material infiltration-blocking members 50 has
suitable flexibility, pliability and swollen feeling. Also, the
resin material infiltration-blocking members 50 formed in
a tubular shape have the same length dimension as a
length dimension of the base material 11 of the hook and
loop fastener member 10.

[0173] Also, as shown in Fig. 14, the tubular-shaped
resin material infiltration-blocking members 50 of the
present embodiment 3 are fixed to the hook and loop
fastener member 10 by bonding or welding bonded por-
tions, at which the side edge portions thereof are bonded
to each other, to right and left side edge portions 11 a of
the base material 11 in a state where the resin material
infiltration-blocking members 50 are supported by right
and left support members 13 while protruding upper ends
thereof above upper end locations of the support mem-
bers 13. In this case, preferably, the tubular-shaped resin
material infiltration-blocking members 50 are also fixed
to outer surfaces of the support members 13.

[0174] The molded hook and loop fastener 3 of the
present embodiment 3 having the right and left tubular
shaped resin material infiltration-blocking member 50 as
described above are attracted and fixed to a cavity sur-
face 7a of a cushion body molding mold 7 using a mag-
netic force of magnets 8 and then are integrated with a
cushion body by foaming the cushion body, thereby ob-
taining the cushion body with the molded hook and loop
fastener 3.

[0175] Inthis case, because the molded hook and loop
fastener 3 of the present embodiment 3 is configured to
protrude the upper ends of the resin material infiltration-
blocking members 50 above the upper end locations of
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the support members 13, the rightand left tubular-shaped
resin material infiltration-blocking members 50, as shown
in Fig. 15, are collapsed and closely contacted to the flat
cavity surface 7a of the mold 7 when the molded hook
and loop fastener 3 is attracted and fixed to the cavity
surface 7a of the mold 7. Thus, it is possible to prevent
a gap, which could allow a foaming resin material to pass
therethrough, from being formed between the hook and
loop fastener member 10 and the cavity surface 7a, be-
tween which the resin material infiltration-blocking mem-
bers 50 are sandwiched.

[0176] Also, because the resin material infiltration-
blocking members 50 are fixed to the base material 11
while being supported by the right and left support mem-
bers 13, it is possible to prevent a positional offset of the
resin material infiltration-blocking members 50 and also
to prevent a gap from being formed between the resin
material infiltration-blocking members 50 and the cavity
surface 7a, even if a flowing pressure or foaming pres-
sure of the foaming resin material is exerted thereon.
Thus, inthe present embodiment 3, itis possible to stably
prevent the foaming resin material from infiltrating into
the engaging element region 18 over the resin material
infiltration-blocking members 50 from the right and left
direction.

[0177] Meanwhile, in the molded hook and loop fas-
tener 3 of the present embodiment 3, the resin material
infiltration-blocking members 50 are not arranged on
frontandrear ends of the hook and loop fastener member
10, butengaging elements 12 and transversal wall bodies
16, which are arranged along the width direction at the
front-most location of the hook and loop fastener member
10, and engaging elements 12 and transversal wall bod-
ies 16, which are arranged along the width direction at
the rear-most location thereof, sever as transversal
blocking wall portions for blocking infiltration of the foam-
ing resin material into the engaging element region 18.
Accordingly, it is also possible to prevent the foaming
resin material from infiltrating in the front and rear direc-
tion.

[0178] Specifically, when the molded hook and loop
fastener 3 of the present embodiment 3 is attracted and
fixed to the flat cavity surface 7a of the mold 7, as shown
in Fig. 15, upper end surfaces of the engaging elements
12 and upper end surfaces of the transversal wall bodies
16 of the hook and loop fastener member 10 can be close-
ly contacted with the cavity surface 7a of the mold 7. In
this way, by closely contacting the engaging elements
12 and the transversal wall bodies 16 of the hook and
loop fastener member 10, the transversal blocking wall
portions are constructed by the engaging elements 12
and the transversal wall bodies 16, which are aligned to
each other in the width direction, so that infiltration of the
foaming resin material into the engaging element region
18 can be blocked by the transversal blocking wall por-
tions.

[0179] Meanwhile, in the transversal blocking wall por-
tions constructed by the engaging elements 12 and the
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transversal wall bodies 16, small gaps are formed be-
tween the engaging elements 12 and the transversal wall
bodies 16. However, because all of the gaps are very
small, even if the foaming resin material is introduced
through the gaps, the foaming resin material is cooled
and solidified before infiltrating into the engaging element
region 18 or immediately after infiltrating into the engag-
ing element region 18. Accordingly, the foaming resin
material cannot reach deeply into the engaging element
region 18 through the gaps of the transversal blocking
wall portions 14.

[0180] Therefore, in the cushion body, with which the
molded hook and loop fastener 3 of the present embod-
iment 3 is integrated, the foaming resin material does not
infiltrate into the engaging element region 18 of the mold-
ed hook and loop fastener 3 so that the engaging ele-
ments 12 can be stably exposed on the upper surface of
the base material 11. Accordingly, a predetermined en-
gaging force (fastening force) inherent in the molded
hook and loop fastener 3 can be stably ensured. Also,
costs or workloads required to manufacture the mold 7
for molding the cushion body can be reduced as com-
pared to the related art.

Embodiment 4

[0181] Fig. 16 is a plan view showing a molded hook
and loop fastener according to the present embodiment
4, and Fig. 17 is a sectional view taken along a XVII-XVII
line shown in Fig. 16.

[0182] The molded hook and loop fastener 4 according
to the present embodiment 4 includes one hook and loop
fastener member 10 having a plurality of engaging ele-
ments 12 erected on an upper surface of a base material
11, and right and left independent resin material infiltra-
tion-blocking members 51. The hook and loop fastener
member 10 of the present embodiment 4 has the same
configurations as those of the hook and loop fastener
member 10 of the forgoing embodiment 1.

[0183] The resin material infiltration-blocking mem-
bers 51 of the present embodiment 4 are respectively
independently fixed to right and left side edge portions
11 a of the base material 11 of the hook and loop fastener
member 10. The right and left resin infiltration-blocking
members 51 are constructed of a sheet member made
of a flexible thin piece-shaped non-woven.

[0184] In this case, the non-woven fabric constructing
the resin material infiltration-blocking members 51 has
suitable flexibility, pliability and swollen feeling. Also, the
resin material infiltration-blocking members 51 have the
same length dimension as a length dimension of the base
material 11 of the hook and loop fastener member 10.
[0185] In addition, as shown in Fig. 17, the resin ma-
terial infiltration-blocking members 51 of the present em-
bodiment 4 are boned or welded to the right and left side
edge portions 11a of the base material 11 and outer sur-
faces of right and left support members 13 in a state
where the resin material infiltration-blocking members 51
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are supported by the support members 13 while protrud-
ing upper ends thereof above upper end locations of the
support members 13. By doing so, the resin material in-
filtration-blocking members 51 are fixed to the hook and
loop fastener member 10 to have a generally L-shape.
[0186] The molded hook and loop fastener 4 of the
present embodiment 4 having the right and left resin ma-
terial infiltration-blocking member 51 as described above
are attracted and fixed to a cavity surface 7a of a cushion
body molding mold 7 using a magnetic force of magnets
8 and then are integrated with a cushion body by foaming
the cushion body, thereby obtaining the cushion body
with the molded hook and loop fastener 4.

[0187] Inthis case, because the molded hook and loop
fastener 4 of the present embodiment 4 is configured to
protrude the upper ends of the resin material infiltration-
blocking members 51 above the upper end locations of
the support members 13, the upper ends of the resin
material infiltration-blocking members 51 are bent out-
ward and closely contacted to the flat cavity surface 7a
of the mold 7 when the molded hook and loop fastener
4 is attracted and fixed to the cavity surface 7a of the
mold 7. Thus, it is possible to prevent a gap, which could
allow a foaming resin material to pass therethrough, from
being formed between the hook and loop fastener mem-
ber 10 and the cavity surface 7a, between which the resin
material infiltration-blocking members 51 are sand-
wiched.

[0188] Also, because the resin material infiltration-
blocking members 51 are fixed to the base material 11
while being supported by the support members 13, it is
possible to prevent a positional offset of the resin material
infiltration-blocking members 51 and also to prevent a
gap from being formed between the resin material infil-
tration-blocking members 51 and the cavity surface 7a,
even if a flowing pressure or foaming pressure of the
foaming resin material is exerted thereon. Thus, in the
presentembodiment 4, it is possible to stably prevent the
foaming resin material from infiltrating into the engaging
element region 18 over the resin material infiltration-
blocking members 51 from the right and left direction.
[0189] Meanwhile, in the molded hook and loop fas-
tener 4 of the present embodiment 4, the resin material
infiltration-blocking members 51 are not arranged on
frontand rear ends of the hook and loop fastener member
10, but like the foregoing embodiment 3, engaging ele-
ments 12 and transversal wall bodies 16, which are ar-
ranged along the width direction at the front-most location
of the hook and loop fastener member 10, and engaging
elements 12 and transversal wall bodies 16, which are
arranged along the width direction at the rear-most loca-
tion thereof, sever as transversal blocking wall portions
for blocking infiltration of the foaming resin material into
the engaging element region 18. Accordingly, it is also
possible to prevent the foaming resin material from infil-
trating in the front and rear direction.

[0190] Accordingly, inthe cushion body, with which the
molded hook and loop fastener 4 of the present embod-
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iment 4 is integrated, the foaming resin material does not
infiltrate into the engaging element region 18 of the mold-
ed hook and loop fastener 4 so that the engaging ele-
ments 12 can be stably exposed on the upper surface of
the base material 11. Accordingly, a predetermined en-
gaging force (fastening force) inherent in the molded
hook and loop fastener 4 can be stably ensured. Also,
costs or workloads required to manufacture the mold 7
for molding the cushion body can be reduced as com-
pared to the related art.

Embodiment 5

[0191] Fig. 18 is a plan view showing a molded hook
and loop fastener according to the present embodiment
5, and Fig. 19 is a plan view showing a hook and loop
fastener member of the molded hook and loop fastener.
Also, Figs. 20 and 21 are sectional views taken along a
XX-XX line and a XX-XX line shown in Fig. 18.

[0192] The molded hook and loop fastener 5 according
to the present embodiment 5 includes one hook and loop
fastener member 60 having a plurality of engaging ele-
ments 12 erected on an upper surface of a base material
61 and a resin material infiltration-blocking member 70
fixed to the hook and loop fastener member 60 and hav-
ing a frame shape.

[0193] The hook and loop fastener member 60 accord-
ing to the present embodiment 5 includes a flat plate-
shaped base material 61 and a plurality of engaging el-
ements (male engaging elements) 12 erected on the up-
per surface of the base material 61, but the right and left
support members 13, transversal wall bodies 16, linear
magnetic bodies 14 and fixation portions 15 arranged on
the hook and loop fastener member 10 of the foregoing
embodiment 1 are excluded from the hook and loop fas-
tener member 60 of the present embodiment 5. Also, in
the present embodiment 5, the hook and loop fastener
member 60 is configured to have a magnetic property by
mixing or kneading magnetic particles to a synthetic resin
constructing the hook and loop fastener member 60.
[0194] The base material 61 of the hook and loop fas-
tener member 60 has a rectangular thin plate shape elon-
gated in the front and rear direction (longitudinal direc-
tion) as viewed in the upward and downward direction.
[0195] The engaging elements 12 according to the
present embodiment 5 are erected on the upper surface
of the base material 61 to be aligned at a predetermined
attachment pitch in the longitudinal direction and the
width direction and thus form an engaging elementregion
68 of the hook and loop fastener member 60 of the
present embodiment 5. In particular, in the case of the
present embodiment 5, longitudinal rows of engaging el-
ements 12 aligned along the longitudinal direction are
arranged to be arrayed in seven rows in the width direc-
tion. Also, each engaging element 12 of the present em-
bodiment5 has an erection portion perpendicularly erect-
ed from the upper surface of the base material 61 and a
hook-shaped engaging head portion branched and
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curved in the front and rear direction at an upper end of
the erection portion, and thus the shape itself of the en-
gaging elements 12 are the same as that of the engaging
elements 12 of the foregoing embodiment 1.

[0196] Thehookandloop fastener member 60 accord-
ing to the present embodiment 5 is not provided with the
right and left support members 13 arranged on the hook
and loop fastener member 10 of the foregoing embodi-
ment 1, but engaging elements 12, which are arranged
in the outermost longitudinal rows in the width direction,
(i.e., engaging elements 12 arranged in the leftmost lon-
gitudinal row and engaging elements 12 arranged in the
rightmost longitudinal row) are configured as engaging
elements 12 for forming the engaging element region 68
and also are configured to serve as support members for
supporting longitudinal frame portions 71, as described
below, of the resin material infiltration-blocking member
70.

[0197] Also, engaging elements 12, which are ar-
ranged in the front-most transversal row in the longitudi-
nal direction, and engaging elements 12, which are ar-
ranged in the rear-most transversal row, are configured
as engaging elements 12 for forming the engaging ele-
ment region 68 and also are configured to serve as sup-
port members 13 for supporting transversal frame por-
tions 72, as described below, of the resin material infil-
tration-blocking member 70.

[0198] The resin material infiltration-blocking member
70 according to the presentembodiment 5 is constructed
of a sheet member made of a flexible thin piece-shaped
non-woven fabric. The resin material infiltration-blocking
member 70 has a frame shape. Namely, the resin mate-
rial infiltration-blocking member 70 has right and left lon-
gitudinal frame portions (first frame portions) 71 arranged
along the longitudinal direction of the molded hook and
loop fastener 5 and transversal frame portions (second
frame portions) 72 arranged along the width direction to
correspond to locations of front and rear end portions of
the hook and loop fastener member 60 and configured
to connect the right and left longitudinal frame portions
71 with each other. Also, a rectangular opening portion
73 is formed in a center portion of the resin material in-
filtration-blocking member 70 to be surrounded by the
right and left longitudinal frame portions 71 and the front
and rear transversal frame portions 72.

[0199] Therightand left longitudinal frame portions 71
of the resin material infiltration-blocking member 70 are
bonded or welded to the right and left side edge portions
61a of the base material 61 of the hook and loop fastener
member 60 while protruding inner peripheral edge por-
tions (side edge portion 61 a at the side of the opening
portion 73) of the longitudinal frame portions 71 above
upper end locations of the engaging elements 12. Also,
the frontand rear transversal frame portions 72 are bond-
ed or welded to front and rear end edge portions 61 ¢ of
the base material 61 of the hook and loop fastener mem-
ber 60 while protruding inner peripheral edge portions
(side edge portion 61a of the opening portion 73) of the
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transversal frame portions 72 above upper end locations
of the engaging elements 12.

[0200] At this time, the right and left longitudinal frame
portions 71 and front and rear transversal frame portions
72 of the resin material infiltration-blocking member 70
are respectively supported by a plurality of engaging el-
ements (support member) 12 of the hook and loop fas-
tener member 60, which are arranged in the rightmost
and leftmost longitudinal rows in the width direction, and
a plurality of engaging elements (support member) 12,
which are arranged in the front-most and rear-most trans-
versal rows in the longitudinal direction.

[0201] Thus, the longitudinal frame portions 71 and
transversal frame portions 72 of the resin material infil-
tration-blocking member 70 are hardly collapsed or bend
even if a flowing pressure or foaming pressure of a foam-
ing resin material is exerted thereon when a cushion body
is foamed, and also the state where the inner peripheral
edge portions of the longitudinal frame portions 71 and
transversal frame portions 72 are protruded above the
upper end locations of the engaging elements 12 can be
stably kept.

[0202] In the present embodiment 5, a length dimen-
sion of the resin material infiltration-blocking member 70
(i.e., alength dimension of the longitudinal frame portions
71) is set to be larger than a length dimension of the base
material 61 of the hook and loop fastener member 60
when the resin material infiltration-blocking member 70
is in a flat state before being attached to the hook and
loop fastener member 60, and also even when the resin
material infiltration-blocking member 70 is in a state after
being fixed to the hook and loop fastener member 10 and
thus being partially bent, the resin material infiltration-
blocking member 20 is set to have a length dimension
larger than that of the base material 61 of the hook and
loop fastener member 60.

[0203] A width dimension of the resin material infiltra-
tion-blocking member 70 (i.e., a dimension between out-
er side edges of the right and left longitudinal frame por-
tions 71 in the width direction) is set to be larger than a
width dimension of the base material 61 of the hook and
loop fastener member 60 when the resin material infiltra-
tion-blocking member 70 is in a flat state before being
attached to the hook and loop fastener member 60, and
also even when the resin material infiltration-blocking
member 70 is in a state after being fixed to the hook and
loop fastener member 60 and thus being partially bent,
the resin material infiltration-blocking member 70 is set
to have a width dimension larger than that of the base
material 61 of the hook and loop fastener member 60.
[0204] Namely, when being fixed to the hook and loop
fastener member 60, the resin material infiltration-block-
ing member 70 of the present embodiment 1 has right
and left first extension portions 74 extending outward be-
yond right and left end edges of the base material 61 of
the hook and loop fastener member 60 and frontand rear
second extension portions 75 extending outward beyond
front and rear end edges of the base material 61 of the
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hook and loop fastener member 60.

[0205] In addition, the rectangular opening portion 73
formed in the center portion of the resin material infiltra-
tion-blocking member 70 has length and width dimen-
sions smaller than length and width dimensions of the
base material 61 of the hook and loop fastener member
60. Accordingly, a positional offset of the opening portion
73 of the resin material infiltration-blocking member 70
relative to the engaging element region 68 of the hook
and loop fastener member 60 can be hardly occurred.
[0206] The molded hook and loop fastener 5 of the
present embodiment 5 having configurations as de-
scribed above are attracted and fixed to a cavity surface
7a of a cushion body molding mold 7 using a magnetic
force of magnets 8 and then are integrated with a cushion
body by foaming the cushion body, thereby obtaining the
cushion body with the molded hook and loop fastener 5.
[0207] Inthis case, because the molded hook and loop
fastener 5 of the present embodiment 5 is configured so
that the inner peripheral edge portions of the right and
left longitudinal frame portions 71 and front and rear
transversal frame portions 72 of the resin material infil-
tration-blocking member 70 are protruded above the up-
per end locations of the engaging elements 12, the inner
peripheral edge portions of the resin material infiltration-
blocking member 70 can be closely contacted with the
flat cavity surface 7a of the mold 7 when the molded hook
and loop fastener 5 is attracted and fixed to the cavity
surface 7a of the mold 7. Thus, it is possible to prevent
a gap, which could allow the foaming resin material to
pass therethrough, from being formed between the hook
and loop fastener member 60 and the cavity surface 7a,
between which the resin material infiltration-blocking
member 70 is sandwiched.

[0208] Also, because the resin material infiltration-
blocking member 70 is fixed to the right and left side edge
portions 61 a and front and rear end edge portions 61¢c
of the baste material 61 while being supported by the
engaging elements 12 as described above, it is possible
to prevent a positional offset of the resin material infiltra-
tion-blocking member 70 and also to prevent a gap from
being formed between the resin material infiltration-
blocking member 70 and the cavity surface 7a, even if a
flowing pressure or foaming pressure of the foaming resin
material is exerted thereon. Thus, in the present embod-
iment 3, itis possible to stably prevent the foaming resin
material from infiltrating into the engaging element region
68 over the resin material infiltration-blocking member
70 from the right and left direction and the front and rear
direction.

[0209] Therefore, in the cushion body, with which the
molded hook and loop fastener 5 of the present embod-
iment 5 is integrated, the foaming resin material does not
infiltrate into the engaging element region 68 of the mold-
ed hook and loop fastener 5 so that the engaging ele-
ments 12 can be stably exposed on the upper surface of
the base material 61. Accordingly, a predetermined en-
gaging force (fastening force) inherent in the molded
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hook and loop fastener 5 can be stably ensured. Also,
costs or workloads required to manufacture the mold 7
for molding the cushion body can be reduced as com-
pared to the related art.

[0210] Further, in the cushion body with which the
molded hook and loop fastener 5 of the present embod-
iment 5 is integrated, the first and second extension por-
tions 74 and 75 of the resin material infiltration-blocking
member 70 extending from the base material 61 are em-
bedded in the cushion body. Accordingly, a bonding
strength (fixation strength) between the molded hook and
loop fastener 5 and the cushion body can be effectively
increased, so that the molded hook and loop fastener 5
can be more strongly integrated with the cushion body.

Description of Reference Numerals

[0211]

1,2,3 Molded Hook and Loop Fastener

4,5 Molded Hook and Loop Fastener

6 Cushion Body (Foam Body)

7 Mold

7a Cavity Surface

8 Magnet

10 Hook and Loop Fastener Member

11 Base Material

11a Side Edge Portion

11b Recessed Groove Portion

12 Engaging Element

13 Support Member

13 Longitudinal Wall Body

14 Linear Magnetic Body

15 Fixation Portion (First Fixation Portion)

16 Transversal Wall Body

16a Transversal Support Portion

18 Engaging Element Region

20 Resin Material Infiltration-Blocking Member

21 Longitudinal Frame Portion (First Frame Por-
tion)

22 Transversal Frame Portion (Second Frame
Portion)

23 Opening Portion

24 First Extension Portion

25 Second Extension Portion

30 Hook and Loop Fastener Member

31 Base Material

31a Side Edge Portion

31b Recessed Groove Portion

31c Extension Portion

35 Fixation Portion (Second Fixation Portion)

38 Engaging Element Region

40 Resin Material Infiltration-Blocking Member

41 Longitudinal Frame Portion (First Frame Por-
tion)

42 Transversal Frame Portion (Second Frame
Portion)

43 Opening Portion
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45 Monofilament

50 Resin Material Infiltration-Blocking Member

51 Resin Material Infiltration-Blocking Member

60 Hook and Loop Fastener Member

61 Base Material

61a Side Edge Portion

61c End Edge Portion

68 Engaging Element Region

70 Resin Material Infiltration-Blocking Member

71 Longitudinal Frame Portion (First Frame Por-
tion)

72 Transversal Frame Portion (Second Frame
Portion)

73 Opening Portion

74 First Extension Portion

75 Second Extension Portion

Claims

1. Amolded hook andloop fastener (1, 2, 3, 4, 5) having

at least one hook and loop fastener member (10, 30,
60) which comprises a flat plate-shaped base mate-
rial (11, 31, 61) and a plurality of engaging elements
(12) erected on a first surface of the base material
(11, 31, 61) in a center region in a width direction
thereof, and configured to be integrated with a cush-
ion body (6) upon foaming of the cushion body (6),
the molded hook and loop fastener comprising:

a flexible sheet-shaped resin material infiltra-
tion-blocking member (20, 40, 50, 51, 70) fixed
to right and left side edge portions (11a, 31 a,
61 a), in the width direction, of the first surface
of the base material (11, 31, 61) and arranged
along a longitudinal direction of the base mate-
rial (11, 31, 16); and

right and left support members (13, 12) erected
along the longitudinal direction of the base ma-
terial (11, 31, 61) at locations which are located
on the inside of fixation portions of the resin ma-
terial infiltration-blocking member (20, 40, 50,
51, 70) with respect to the base material (11, 31,
61) in the width direction, and configured to sup-
port the resin material infiltration-blocking mem-
ber (20, 40, 50, 51, 70),

wherein an upper end of the resin material infil-
tration-blocking member (20,40, 50, 51, 70) is
configured to protrude above an upper end lo-
cation of the support members (13, 12).

The molded hook and loop fastener according to
claim 1,

wherein the molded hook and loop fastener (1, 5) is
constituted of one hook and loop fastener member
(10, 60), and

wherein the resin material infiltration-blocking mem-
ber (20, 70) comprises right and left first frame por-

15

20

25

30

35

40

45

50

55

24

tions (21, 71) continuously arranged over the entire
length of the base material (11, 61) in the longitudinal
direction and second frame portions (22, 72) ar-
ranged along the width direction of the hook and loop
fastener member (10, 60) on both ends of the hook
and loop fastener member (10, 60) in the longitudinal
direction and configured to connect the right and left
frame portions (21, 71) with each other.

The molded hook and loop fastener according to
claim 2, wherein the first frame portions (21, 71) and
the second frame portions (22, 72) are integrally
formed with each other, and the resin material infil-
tration-blocking member (20, 70) is constructed of a
single member.

The molded hook and loop fastener according to
claim 2 or 3, wherein the resin material infiltration-
blocking member (20, 70) comprises a rectangular
opening portion (23, 73) surrounded by the first
frame portions (21, 71) and the second frame por-
tions (22, 72), and

wherein a dimension of the opening portion (23, 73)
in the width direction is set to be smaller than a di-
mension between outer surfaces of the right and left
support members (13, 12) and also a dimension of
the opening portion (23, 73) in the longitudinal direc-
tion is set to be smaller than a dimension of the hook
and loop fastener member (10, 60) in the longitudinal
direction.

The molded hook and loop fastener according to
claim 1, wherein the sheet-shaped resin material in-
filtration-blocking member (50) has a tubular shape
obtained by connecting side edge portions of the res-
in material infiltration-blocking member (50) to each
other and is fixed to the right and left side edge por-
tions (11a) of the base material (11).

The molded hook and loop fastener according to
claim 1, wherein the molded hook and loop fastener
(2) comprises a plurality of hook and loop fastener
members (30) and a flexible connection member (45)
for connecting the plurality of hook and loop fastener
members (30) along the longitudinal direction, and

wherein the resin material infiltration-blocking mem-
ber (40) comprises right and left first frame portions
(41) continuously arranged in the longitudinal direc-
tion over the plurality of hook and loop fastener mem-
bers (30) and second frame portions (42) arranged
in the width direction of the hook and loop fastener
members (30) to bridge between the adjacent hook
and loop fastener members (30) and configured to
connect the right and left first frame portions (41)
with each other.

The molded hook and loop fastener according to
claim 6, wherein the first frame portions (41) and the
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second frame portions (42) are integrally formed with
each other, and the resin material infiltration-block-
ing member (40) is constructed of a single member.

The molded hook and loop fastener according to
claim 6 or 7, wherein the sheet-shaped resin material
infiltration-blocking member (40) has a constant
width dimension over the entire length thereof in the
longitudinal direction and is configured to cover the
plurality of hook and loop fastener members (30)
over the entire width of the hook and loop fastener
members (30) in the width direction.

The molded hook and loop fastener according to any
one of claims 6 to 8, wherein the connection member
(45) is configured to connect center portions, in the
width direction, of the plurality of hook and loop fas-
tener members (30) to each other on a lower surface
of the resin material infiltration-blocking member
(40).

The molded hook and loop fastener according to any
one of claims 1 to 9, wherein the resin material infil-
tration-blocking member (20, 70) is configured to ex-
tend outward in the width direction beyond right and
left end edges of the base material (11, 61).

The molded hook and loop fastener according to any
one of claims 1 to 10, wherein the resin material in-
filtration-blocking member (20, 40, 50, 51, 70) is con-
structed of a non-woven fabric.

The molded hook and loop fastener according to any
one of claims 1 to 11, wherein the right and left sup-
port members (12) are constituted of wall members
integrally formed with the base material (11, 31, 61)
and intermittently or continuously erected thereon
along a front and rear direction so that an engaging
element region (18) constituted of a plurality of en-
gaging elements (12) is interposed therebetween.

A method of manufacturing a cushion body (6),
wherein the molded hook and loop fastener (1, 2, 3,
4, 5) according to any one of claims 1to 12 is closely
contacted with a fastener mount surface (7a) of a
mold (7) so that the fist surface of the base material
(11, 31, 61) faces the fastener mount surface (7a),
and then foaming is performed so that the molded
hook and loop fastener (1, 2, 3, 4, 5) is integrated
with the cushion body (6).

The method of manufacturing the cushion body ac-
cording to claim 13, wherein the fastener mount sur-
face (7a) ofthe mold (7) is formed as a single surface,
wherein the method comprises closely contacting
the molded hook and loop fastener (1, 2, 3, 4, 5) with
the single surface.
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